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July 22, 2022

VIA CERTIFIED MAIJL
RETURN RECIEPT REQUESTED & EMAIL

Mr. Tony Hobson

Mill Manager/ Vice President of Manufacturing

New-Indy Catawba, LLC d/b/a New-Indy Containerboard
5300 Cureton Road

Catawba, South Carolina 29704

tonyv.hobson@newindych.com

Mr. Tony Hobson

Vice President of Manufacturing
New-Indy Containerboard, LLC
3500 Porsche Way, Suite 150
Ontario, California 91764
tony.hobson@newindycb.com

Re: 60 Day-Notice of Intent to File Suit for Clean Air Act Violations at the pulp and
paper mill owned by New-Indy Catawba, LL.C and New-Indy Containerboard, LLC,
in Catawba, York County, South Carolina.

Dear Mr. Hobson:

Pursuant to the Clean Air Act (“CAA”), 42 U.S.C. § 7604(b), this letter serves as notice that
Benjamin Butler, Cheryll Riley Clapper, Angela Collins, Chatles H. Howard, Karen Kasper, Joel Partis,
and Jennifer Tsonas (“Citizens”) intend to sue New-Indy Catawba, LLC d/b/a/ New-Indy
Containerboard (“NI Catawba”), and New-Indy Containerboard, LLC, (“NI Containerboard”)
(collectively, “New-Indy”) located at 5300 Cureton Ferry Road, Catawba, South Carolina for
violations of an emission limit or standard imposed by the CAA. Specitically, New-Indy violated the
emission limits imposed by the United States Environmental Protection Agency (“EPA”) in a May
13, 2021 Emergency Order (“EPA Order”).

GENERAL ALLEGATIONS
I. The Facility

New-Indy owns and operates a pulp and paper mill in Catawba, South Carolina (the
“Pacility”). New-Indy shut down the Facility’s manufacturing operations between September and
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November of 2020, to convert from producing white paper (bleached paper) to producing
containerboard grade paper (unbleached brown paper reterred to as linerboard used, among other
purposes, to make cardboard). As of February of 2021, New-Indy was operating the Facility again,
and began emutting high levels of Total Reduced Sultur (“TRS”) and Hydrogen Sulfide (“H.S”).

II. H,S and TRS

Approximately 1.7 million people live within a 30-mile radius of the Facility, in York,
Lancaster, and Chester Counties in South Carolina, and Union and Mecklenburg Counties in North
Carolina. The Facility is located approximately 10 miles south and southwest of Indian Land, South
Carolina and Waxhaw, North Carolina, respectively. The Catawba Indian Nation Reservation is
located less than 4 miles north of the Facility.

Exposure to excessive TRS and H,S causes various adverse health etfects. Acute and chronic
exposures can cause irritation of the lining of the eye and respiratory system, leading to shortness of
breath, burning of the nose and sinuses, swelling of membranes, impaired oxygen delivery to the blood
stream, and fluid accumulation in the lungs. Exposures can cause otfensive odors, sleep disturbance
and olfaction paralysis and fatigue. Chronic exposure can permanently damage the respiratory system,
leading to chronic irritant asthma, rhinitis, sinusitis, impairment in neuropsychological tunction,
cognition, and pulmonary function. In severe exposures, coma, seizures and death can occur. Even at
low levels, exposures can exacerbate pre-existing respiratory conditions such as asthma.

Beginning approximately February of 2021, the Facility emitted excessive amounts of H,S and
TRS. EPA and New-Indy have recorded high levels of H.S concentrations in the air at various
locations on and oft the Facility property, including in nearby residential communities. New-Indy
misrepresented the H»S emissions that would result from its physical changes and changes in the
method of operation, including the proposed re-routing ot all of its toul condensate from production
to its outside wastewater treatment plant (“WWTP”).

In Aprl 2020, New-Indy submitted an application for a “minor” construction permit (the
“Application”) to the South Carolina Department of Health and Environmental Control (“DHEC”)
to obtain a construction permit that would allow New-Indy to make a physical change and change its
method of operation, including taking its toxic air pollutant steam stripper located within the Facility
out of service, and building a hard pipe to transport approximately one million gallons per day
(“MGD”) of its toul condensate to its outdoor WWTP. This change was to be taken in conjunction
with the larger conversion of the Facility to brown paper production. Because New-Indy is an existing
major source of air pollutants in an attainment area, the Application purported to demonstrate that
the physical changes to the Facility would not result in a net significant increase in any of the pollutants
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that are regulated under the CAA New Source Review requirements.’ If the change would result in a
net significant increase of any regulated air pollutant, a Prevention of Significant Deterioration
(“PSD”) permit would have been required. Such a permit imposes many obligations on the applicant,
including potential modeling of the ambient impact of the increased emissions and other adverse
impacts on the population, and application of Best Available Control Technology (“BACT”) to Limit
the emussions resulting trom the change. To justify its avoidance of PSD Permit requirements and to
quality for a “minor” air construction permit, New-Indy represented to DHEC that there would be a
net increase ot 2.2 tons of HuS per year (“tpy”) above its reported 11.78 tons per year baseline
emissions compared to the net significant increase threshold of 10 tpy prescribed by the PSD
Regulations, 40 C.F.R. 52.21 (2)(2)(iv)(b)(23). S¢e Ex. 1, Application at 4-6 (Table 3).

As part of the analysis, New-Indy represented to DHEC that “the total volume of mill
wastewater is ... expected to be reduced by approximately 50% tollowing conversion to unbleached
pulp production.” See Ex. 1, Application at 2-1. Upon information and belief, New-Indy assumed this
fact as true in estimating future emissions, after installation of the hard pipe and elimination of the
steam stripper. Reduction in Facility wastewater would have reduced the volume of toxic components
in the wastewater and the toxic emissions volatilizing trom the foul condensate.

Contrary to representations to DHEC, the discharge monitoring reports submitted by New-
Indy to DHEC show that it did not reduce its wastewater discharge as promised in its Application.
In 2019 and 2020, betore the conversion, the monthly average discharge rate was 19.7 MGD and 22.2
MGD, respectively. After the conversion, reported by New-Indy to have been completed February
1, 2021, the monthly average discharge rate through June 2021 was 19.4 MGD. See Ex. 2, Report of
Kenneth L. Norcross at pgs. 9-10 (“Norcross Report”). According to discharge monitoring data
submitted by New-Indy, the Facility’s wastewater discharge rate has averaged approximately 22.8
MGD between June 2021 and May 2022. As a result, New-Indy’s emission calculations relying on
reduced wastewater volume and load were false. Making matters worse, on Apnl 7, 2021, New-Indy
applied with DHEC to remove the 1825 air dried tons of unbleached pulp per day production limit
from its permits. Increased production would only exacerbate the air contamination caused by New-
Indy.

New-Indy’s application for a minor construction permit also falsely represented the level of
removal of toxic air pollutants that would occur when the foul condensate was exclusively piped to its
outdoor WWTP, specitically the portion of the plant which was impaired. Specifically, New-Indy’s
representation was based on its use of a hydrogen sulfide computer model (*“H2SSIM”) designed to
predict air emissions from a WWTP. The H2SSIM model was created by the industry-based National
Council tor Air and Stream Improvement, Inc. (“NCASI”). The NCASI model was inapplicable to
New-Indy’s malfunctioning WWTP and doomed to yield significantly understated HoS emission

1 The phrase New Source Review encompasses both Prevention of Significant Detertoration (“PSD”) permits
applicable in areas that attain the federal health standards and Nonattainment permits in areas that do not.
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estimates. NCASI published a technical support document with its model that required a specitic set
of operating conditions in the WWTP before the model could be used. New-Indy’s WWTP operating
conditions at the time of making physical changes to the plant faied the requirements ot the NCASI
Model, thereby giving inaccurate emissions estimates, which New-Indy represented to DHEC.

Dr. Steven Hanna, Citizens’ air dispersion modeling expert, has determined using back-
calculations and reverse modeling the actual HaS emissions from New-Indy’s facility during the four
days in April 2021 that EPA monitored ambient concentrations of HoS near the Facility. Dr. Hanna
used the EPA’s Geospatial Monitoring of Air Pollution measurements of HoS ambient air
concentrations taken Apnl 24-27, 2021 about 500 to 1,000 meters north of a WWIP aeration pond,
including a reading of a maximum concentration of 1000 parts per billion (“ppb”). Using those
measurements with wind data, Dr. Hanna used an integral dispersion screening model to back-
calculate the emissions rate that would have produced those observations.

Dr. Hanna has utilized EPA-approved AERMOD to pertorm a complex analysis and
contirmed that New-Indy’s emission rates grossly exceeded the PSD permit threshold. Specifically,
emissions of H,S were approximately 15 tons per day. New-Indy had represented that its baseline HaS
emissions were 9.7 tons per year. In just two days, New-Indy emitted HsS at rates that would have
exceeded the 10 ton per year significant net increase thresholds for HsS, thereby triggering the need
to obtain a PSD permut.

Over the period of February 1, 2021 through the May EPA Order, New-Indy bypassed its
undersized steam stripper and hard-piped all of its foul condensate outdoors to its malfunctioning
wastewater treatment system, with the result that it blanketed the surrounding residential areas with
toxic air pollutants, specitically TRS, which included methyl mercaptan and H.S. Despite these known
tailures, New-Indy ran the Facility at production rates that overwhelmed the treatment capacity of a
tailing WWTP. See Ex. 2, Norcross Report  During that period, the Facility emitted more than 1000
tons of Ho.S into the community. New-Indy has indicated that H.S is approximately 10% of its
emissions of TRS (Ex. 3, CAP at p. 6-12, Table 6-1), meaning that as much as 10,000 tons or more of
TRS were being emitted in that timeframe. New-Indy likewise triggered a PSD permit obligation for
TRS because the net emissions increase resulting from the change grossly exceeded the threshold of
10 tons per year more than its baseline TRS emissions of 147.2 tons per year.

On the basis of these misrepresentations, New-Indy sought and obtained findings by DHEC
that its physical change and change in the method of operation, particularly the deactivation of its
steam stripper and reliance on the wastewater treatment system was a “minor” change that did not
require a PSD permit. As a result, New-Indy was not required to demonstrate compliance with South
Carolina toxic air pollutant regulations governing H2S and methyl mercaptan (a component ot TRS).
See Ex. 1, Application at 4-8; S.C. Code Regs. 61-62.7.
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EPA has failed to prosecute this violation of the CAA PSD permit requirements and has failed
to require New-Indy to obtain a PSD permit. Moreover, EPA and DHEC have allowed New-Indy
to return to its pre-violation status of using its one, undersized air toxics steam stripper that is
capable—at best—of controlling only 70% of the Facility’s foul condensate at current production
capacity, without analyzing what other air pollution controls or limits are required under the CAA.
EPA has done so contrary to its own enforcement guidance. Among other requirements, New-Indy
should have conducted a BACT analysis to determine best available technologies and appropriate
permit emission and/or operational limits for its Facility, particulatly including its WWTP. EPA has
issued guidance for required injunctive relief for PSD violations. The guidance specitically states that
“it 1s no longer appropriate to merely allow a source to ‘correct” an NSR violation by dismantling an
dlegal moditication, unless emissions from the . . . modified unit essentially become zero (e.g., the
entire process line was shutdown). Thus, a source generally should not be able merely to return to
pre-violation conditions in order to avoid installation of control equipment or implementation of
process changes.”  Guidance on the Appropriate Injunctive Relief for Violations of Major New Source Review
Reguirements, Nov. 17, 1998.  In the absence of EPA’s action, contemporaneously with this letter,
Citizens have exercised their rights under the Clean Air Act by suing New-Indy in tederal court asking
that the court require New-Indy to do a BACT analysis and to be subject to appropriate emission
limits for HoS and TRS from fugitive emissions at the WWIP.

III. New-Indy’s Violations of Emission Standards and Limitations and an Order
Issued by the Administrator.

On May 13, 2021, EPA 1ssued a Clean Air Act Emergency Order (“EPA Order”) to New-
Indy under the Clean Air Act, 42 U.S.C. § 7603. Paragraph 52 of the EPA Order included a schedule
of compliance that imposed specific measures and a timetable on New-Indy that were characterized
by EPA as necessary to abate or prevent an imminent or substantial endangerment to the public
health or weltare. Among other requirements, New-Indy was required to operate the Facility in
such a way as not to exceed ambient concentration limits for H,S at monitor locations outside its
tence line, specifically, 70 ppb on a seven-day rolling average and 600 ppb on a 30-minute rolling
average. This schedule of compliance constituted a “standard or limitation” within the meaning ot
42 U.S.C. § 7604(5)(1).

New-Indy has violated the requirements of the EPA Order numerous times, including as
recently as September 1, 2021, thus endangering the health of the Citizens and persisting in the
creation of noxious odors that damaged the welfare of the Citizens.

In addition, the Order required New-Indy, 7 i intended to continne manufacturing operations, to

consult with a toxicologist and submit a long-term plan within 45 days indicating how its continued
operations would avoid the endangerment to the public health and welfare. On information and
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belief, New-Indy has not submitted to EPA a long-term plan that includes input from a toxicologist
to avold the ongoing endangerment to the Citizens. Neither EPA’s nor DHEC’s websites have
posted any such endangerment assessment or plan demonstrating New-Indy’s consultation with a
toxicologist, nor were the Citizens provided it in response to Freedom of Information Act Requests.
The continuing release of H.S/TRS from the Facility and weekly status reports issued by New-Indy
and posted on DHEC’s website do not indicate that necessary operational, production, or process
changes are being implemented at the Facility to comply with generally accepted good engineering
and good air pollution control practices. See Ex. 2, Norcross Report at pgs. 12-14.

New-Indy exceeded the fence-line concentration limits required by the EPA Order (70 ppb
for a seven-day rolling average and 600 ppb for a 30-munute rolling average) on numerous occasions.
Specitically, tor May and June 2021, New-Indy reported the following exceedances at monitoring
station 1:

Pavagraph 52.b (70 ppb / 7 days) Paragraph 52.b (604 ppb / 30 minutes)
Date Hi8 Date and Time His
Concentration Concentration
May 26, 2021 - June 1. 2021 T8 pph i June 4, 2021, 700 - 730 pm 1LG73 ppb
May 27, 2021 - June 2, 2021 812 pph  June 4, 202§ 730 - 800 pm 1329 ppbs
May 28, 2021 - June 3, 2021 SR8 ppb i June d, 2021, 800 - B30 pm 1,873 ppb
May 29. 2021 — June 4, 2021 1198 ppb 1 Juned, 2021, £30-9:00 pm 607 ppb
May 30, 2021 - hane 5, 2021 2.4 ppb . June 12,2021, 2:30 — 3:00 pm 6753 ppb
May 31, 2021 ~ June 6, 2021 Ti8pphi hume 14, 2021, 330 5:00 pm 1,330 ppb
June 7, 2021 - June 13, 2021 937 ppb i June 13,2021, 2200 - 2:30 pm £24.6 ppb
June 8, 2021 - hme 14, 2021 FOR 4 pph | Jume 15, 2021, 3:00 - 3:30 pm 576.6 ppb
June @, 2021 - June 15, 2021 1503 ppb | June 15, 2021, £:30 - 6:00 pm &74.9 ppb
Jume 10, 2021 - Juse 16, 2021 7T ppb Fune 200 2021, 430 - 5:00 pm S$12 ppb
June 11, 2021 -~ June 17, 2021 2051 ppb i June 20, 2021, 800 - 530 pm 1824 ppb
June 12, 2021 ~ Jone 18, 2021 207.1 ppb
June 13, 2021 June 19, 2021 1854 pph
June 14, 2021 hune 20, 2021 153.5 ppb
June 15, 2021 June 21, 2021 £48.5 pob
June 16, 2021 - Jone 22, 2021 102.7 ppb
Jome 17, 2021 - June 23, 2021 87.5 ppb

New-Indy continues to create oftensive odors in the community and the local community
continues to file numerous odor and health-related complaints. Moreover, New-Indy is not even
monitoring TRS and other toxic and malodorous air pollutant ambient concentrations at or beyond
its tence-line, notwithstanding the toxic danger to the community presented by methyl mercaptan and
other TRS components. See S.C. Code Regs. 61-62.5, Standard No. 8, Toxic Air Pollutants (designating
methyl mercaptan as a toxic air pollutant considered 14 times more toxic than I.S).
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IV.  EPA Has Failed to Diligently Prosecute New-Indy For its Violations of EPA’s
Order

The EPA has failed to diligently prosecute New-Indy for its violations of the emission limits
imposed by the May 2021 EPA Order and the pending EPA Complaint. EPA has also failed to impose
limits or require monitoring for emissions of TRS and other toxic air pollutants. EPA’s Complaint
and 1ts lodged Consent Decree (“CD”) are directed exclusively at New-Indy’s emissions of HaS, a
small component of the Facility’s toxic emissions, while ignoring its other toxic emissions of methyl
mercaptan, dimethyl sulfide, and dimethyl disulfide, which dominate. The injunctive reliet i the
lodged CD relating to air emissions is comprised of monitoring for and treatment of HaS.

Noticeably missing tfrom the lodged CD are other malodorous and toxic compounds that are
known to be present and emitted from New-Indy’s foul condensate and WWTP in substantial
amounts, including methyl mercaptan, dimethyl sultide, dimethyl disulfide—which together with H,S
make up the family of compounds known as TRS—as well as other potentially toxic and malodorous
volatile organic compounds. According to the EPA Order 1ssued to New-Indy, “IRS [} emissions
from kraft pulp mills are extremely odorous, and there are numerous instances of poorly controlled
kratt mills creating public odor problems ... [that] can have an adverse etfect on public welfare....”
Significantly, methyl mercaptan in particular 1s more dangerous to public health than H,S and is
regulated by the South Carolina air toxics law at concentrations 14 times more stringent than HaS,
thus indicating it is much more toxic.> But there is no requirement in the lodged CD to monitor for
these harmful emissions like methyl mercaptan, let alone control them with technology such as an
additional steam stripper to supplement the existing one that is too small to handle hundreds ot
thousands of gallons of foul condensate every day that are piped to the WWTP.

EPA has ignored the more dangerous component of methyl mercaptan and has ignored 90%
of the toxic TRS emissions. The public deserves to have these emissions monitored and controlled
as well, and the lodged CD fails to do so. EPA’s retusal to entorce compliance for the predominant
emissions from New-Indy constitutes a failure to diligently prosecute.

The steps taken to address New-Indy’s HaoS problem by using treatment chemicals have
created new problems. Extreme levels of HoS were monitored off-site by EPA in Apal 2021 when
most of the citizen complaints described the “rotten egg” odor symbolic of HzS.> These rotten egg
odors continued through the next several months as New-Indy’s fence-line monitors registered
emissions of HaS in the tens to hundreds of ppb. Id. While the H,S and related TRS sultur-related

2 Methyl mercaptan has property line imits 14 times more stringent than H»S. See S.C. Code Regs. 61-62.5,
Standard No. 8, Toxic Air Pollutants.

3 See alio  https://scdhec.gov/environment/environmental-sites-projects-permits-interest/ new-indy-odor-
mvestigation (April 2022 map showing monthly figure of odor reports, with most complaints describing rotten
egg odors).
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odors continue to be reported by residents to DHEC, a new sickening odor emanating from the New-
Indy Facility has since emerged to impact the community miles from the Facility. Since approximately
October 2021, when New-Indy reported that it was treating foul condensate and other wastewater
streams at the WWTP, the odors experienced by residents miles downwind of the Facility are being
reported as a “sickeningly sweet chemical odor.” Chris Bullock, Citizens” expert chemical engineer
with decades of experience in treating foul condensate, advises that the sickening sweet chemical odor
is due to other volatile organic compounds that EPA’s lodged CD does not address at all. By requiring
a remedy that just creates new problems, EPA has failed to diligently prosecute New-Indy.

EPA’s requiring New-Indy to monitor only for H,S overlooks the majority ot the TRS and
other volatile chemical releases that are traversing the Facility’s fence-line. EPA should be requiring
New-Indy to test air emissions from the foul condensate and other locations where wastewater and
sludge are exposed to the ambient air for these and other odor-causing chemicals so that the fence-
line and community monitors can accurately and comprehensively assess the levels of a/ TRS
compounds, as well as the other volatile constituents in the foul condensate. Yet, the lodged CD
inexplicably requires New-Indy to monitor the toul condensate being dumped into the WWTP solely
tor oxidation reduction potential (“ORP”) to determine the dosage of hydrogen peroxide (or other
chemical oxidant) necessary to treat the HoS. According to Mr. Bullock, this limited requirement will
not treat or monitor the other volatile constituents in the foul condensate such as methanol, ethanol,
and terpenes that cause sickening sweet emissions when exposed to the ambient air at the WWTP.

EPA has only required New-Indy to install three tence-line monitors pursuant to the May
2021 Emergency Order, and that was not changed by the lodged CD. Three monitors along a six mile
tence line that tests only tor HaS, are clearly inadequate. This monitoring network leaves a huge gap
of 5.8 miles between two of the three monitors. As a result, New-Indy’s emissions will #of be
monitored at all for downwind residents to the west, southwest, and northwest of the Mill. Given the
limited number ot monitors, their locations, and their capability to monitor only Ho.S, EPA has tailed
to diligently prosecute New-Indy.

Despite these major health and welfare impacts to thousands of residents downwind of the
New-Indy Mill, the lodged CD has absolutely no requirements for New-Indy to monitor the level ot
its emisstons in the community even though hundreds of odor and health complaints continue to pour
into DHEC every month.' The only air monitoring requirements placed on New-Indy in the lodged
CD are the three woetully inadequate fence-line monitors described above that are checking solely for
H.S. Although New-Indy is monitoring H,S at five stations located within six miles of its fence-line,

4 See https://scdhec.gov/environment/environmental-sites-projects-permits-interest/new-indy-odos-

investigation (including monthly figure of odor reports).
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the vast majority of recent odor and adverse health etfect complaints are from residents well beyond
the locations of these five stations.’

The lodged CD addresses only H,S as an air pollutant at the New-Indy Facility and fails to
recognize that foul condensate contains other malodorous and toxic chemical constituents that are
not treated by hydrogen peroxide or other oxidants. Therefore, it allows New-Indy to continue
dumping up to 300,000 gallons or more of partially treated foul condensate into the open-air WWIP.
This 1s wholly inconsistent with pulp mill industry practice which commonly uses a steam stripper to
remove H,S, methyl mercaptan, TRS, and volatile constituents from foul condensate before it is
discharged as relatively odor-tree wastewater to the WWTP.

The current steam stripper at the New-Indy Facility is undersized to handle at least 30% of
the toul condensate typically generated and has been reported to be out of service on numerous
occasions. This bypass of odor-generating foul condensate will balloon to some 800,000 gpd if/when
New-Indy receives permission to increase mill pulp production rate by 50%. Not only does the lodged
CD fail to require New-Indy to install an adequately sized steam stripper to treat all of the foul
condensate at current and planned production rates, but it allows New-Indy to take the existing
stripper offline for “scheduled and unscheduled maintenance” for up to 24 days (576 hours) during
the first year and up to 19 days (460 hours) thereafter. It is recognized that New-Indy has provided a
system to reduce foul condensate emissions with peroxide injection into the hard pipe bypass line.
However, that system has been operating since October 2021 and thousands of odor complaints have
been registered since then. At other pulp mills, foul condensate is kept inside the mill by either being
incinerated, stored, or returned to the process where it is generated, or the mill is shut down if that
cannot be accomplished. The lodged CD gives New-Indy a free pass to dump partially treated, and
in some cases untreated, foul condensate into the WW TP where its malodorous and toxic constituents
will be released to the community and not even monitored. EPA recognized the need for additional
steam stripper capacity at the New-Indy Mill many months ago. Ina May 5, 2021 internal email, EPA
senior environmental engineer Patrick Foley advised his colleagues that New-Indy’s “|odor] impacts
may go on until they either reduce operating rate to match condensate production to stripper capacity
or install additional stripper capacity. It may make sense to lead them by the nose to that conclusion.”
See Ex. 4, May 5, 2021 8:13am Email. Nevertheless, the lodged Consent Decree inexplicably allows
New-Indy to continue business as usual without mstalling additional steam stripper capacity or
reducing production to match stripper capacity. EPA has failed to diligently prosecute by not requiring
adequate pollution controls.

5 The current community monitoring network, which consists of five New-Indy stations and three DHEC
stations, covers an area of approxumately 30 square miles while the primary odor complaint area is 265 square
miles or nearly nine times larger. See 7d.
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V. On-going Violations of 40 CFR 63.446

When New-Indy takes the steam stripper out of service, it relies entirely on its wastewater
treatment system to treat pollutants. New-Indy is subject to the requirements of 40 CFR 63.446 of
Subpart S. Those requirements include demonstration that the treatment system New-Indy uses,
reduces, or destroys total hazardous air pollutants by at least 92% or more by weight (or comparable
standard). New-Indy has not been able to achieve this standard since physical changes were made at
the plant. It has reported violations related to excess methanol emissions 1n 2021 and during the first
two quarters of 2022. These reports of non-compliance constitute violations of standards or
limitations of the Clean Air Act.

VI.  Persons Giving Notice and Representing Attorneys

Pursuant to 40 CEFR § 54.3 the names and addresses of the persons providing this notice are
as follows:
Benjamin Butler
4310 Coachwhip Avenue,
Lancaster, SC 29720

Cheryll Riley Clapper
7402 Twelve Mile Creek Road,
Lancaster, SC 29720

Angela Collins
3018 Ambleside Drive,
Fort Mill, SC, 29707

Chatles H. Howard
5101 Samoa Ridge Drive,
Lancaster, SC 29720

Karen Kasper
3103 Arches Bluff Circle,
Lancaster, SC 29720

Joel Parris
3580 Penshurst Road,
Rock Hill, SC 29730

Jennifer Tsonas
5101 Samoa Ridge Drive,
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Lancaster, SC 29720
The attorneys representing the parties in this notice are:

Joseph F. Rice

Fred Thompson, 111

T. David Hoyle
itice@motleyrice.com
fthompson@motleyrice.com
dhovle@motlevrice.com

Motley Rice LLC

28 Bridgeside Blvd.

Mt. Pleasant, South Carolina 29464
(843) 216-9000

Philip C. Federico

Chase T. Brockstedt
Stephen A. Spence

Brent P. Ceryes

Baird Mandalas Brockstedt Federico & Cardea IL1.C
1413 Savannah Road, Suite 1
Lewes, Delaware 19958
302-645-2262
chase@bmbfclaw.com
pfederico@bmbiclaw.com
sas@bmbfclaw.com
beeyers@bmbfclaw.com

Thomas E. Pope

Ben P. Leader

Elrod Pope Law Firm
P.O. Box 11091

Rock Hill, SC 29731
803-324-7574
tpope@elrodpope.com
bleader@elrodpope.com

Leonidas E. “Leon” Stavrinakis
Stavrinakis Law Firm

1 Cool Blow Street, Suite 201
Chatleston, SC 29403
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843-724-1060
leon@lawleon.com

Richard A. Harpootlian
Christopher P. Kenney
Phillip D. Barber

Richard A. Harpootlian, P.A.

1410 Laurel Street
Post Office Box 1090

Columbia, South Carolina 29202

Phone (803) 252-4848

Facsimile (803) 252-4810
rah@harpootlianlaw.com
cpk@harpootlianlaw.com

Gary V. Mauney
MAUNEY PLLC
Two SouthPark Center

6135 Park South Dr, Suite 510

Charlotte, NC 28210
704-945-7185
(888) 340-3666 (facsimile)

garymaunev(@mauneyplle.com

VII. Conclusion

For all the above reasons, New-Indy has violated standards and limitations of the Clean Air

Act and is subject to a Citizens’ Suit pursuant to 42 U.S.C. § 7604(a). Please govern yourselves

accordingly.

With kind regards, I remain,

Sincerely yours,

T. David Hoyle
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ATTGRNEYS AT LAW
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cc: (certified mail & email (where indicated))

New-Indy Catawba, LLC

¢/ o Registered Agent: Corporation Service Company

508 Meeting Street
West Columbia, SC 29169

Administrator Michael S. Regan

U.S. Environmental Protection Agency
William Jefterson Clinton Building
1200 Pennsylvania Avenue, NW
Washington, DC 20460

regan.michael@e pa.gov

Administrator Daniel Blackman
US EPA, Region 4

Sam Nunn Atlanta Federal Center
60 Forsyth Street, SW

Atlanta, GA 30303-8960
Blackman.daniel@epa.gov

The Honorable Henry McMaster, Governor
State House

1100 Gervais Street

Columbia, South Carolina 29201

SOVErNormemaster(governor.sc.oov

Dr. Edward Simmer, MD

S.C. Dept. of Health & Environmental Control
2600 Bull Street

Columbia, SC 29201
Edward.simmer@dhec.sc.gov

Myra C. Reece, MPH

Director of Environmental Affairs

S.C. Dept. of Health & Environmental Control
2600 Bull Street

Columbia, SC 29201

reecemc(@dhec.sc.gov
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Page 14

cc: (email only)

Richard A. Harpootlian, Esquire
Chase T. Brockstedt, Esquire
Phillip C. Federico, Esquire
Thomas E. Pope, Esquire
Leomidas E. Stavrinakis, Esquire
Gary V. Mauney, Esquire

The Honorable Ralph Norman
Senator Michael Johnson
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Mew-indy Catawba LLC
Catawba, South Caraling
Project Columbia Addendum
PUBLIC COPY

1.0 INTRODUCTION

New-indy Catawba LLC (New-Indy) operates a pulp and paper mill located in Catawba, South
Carolina (Mill). On December 31, 2018 New-Indy Containerboard acquired the Ml from
Resolute Forest Products. New-Indy plans to convert the Mill {rom bleached paper grades
(lightweight coated paper and market pulp) to manufacturing unbleached ot brown paper
{tinerboard and market pulp), New-Indy refers to this investment as Project Columbia.

Project Columbia features the conversion of the Kraft fiberline from manufacturing bleached
paper grades to unbleached paper grades. The project includes converting the Mo, 3 conted paper
machine to manufactore linerboard and the polp dryer to process unbleached pulp. The project
alse includes retiting the bleach plant, chlorine dioxide plant, thermo-mechanical pulping (TMP)
process, No. | paper machine, No. § coater, No. 2 coater and the Ne. | power bailer.
Construction permit DF (¢/p-DF} was issued for the project by the South Carolina Department of
Health and Fnvironmental Control (SCDHEC) in July 2015,

This sddendum to the June 2819 construction permit application has been prepared 1o address
changes in the praject scope since the issuance of ¢/p-DF in July 2019, as required by permit
condition 1.3, This addendum dues not adidress aspects of the project or o/p-DF that are not
impacted by the changes in project scope.

i1
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Catawba, South Caroling
BOARD Project Columbia Addendum
PUBLIC COPY

2.0 PROJECT DESCRIPTION

After the issuance of o/p-DF the Mill began evaluating the pulping process eondensate {foul
condensate) treatment options available under 40 CFR Part 63, Subpart 3. The current Mill
configuration (operating as a bleached pulp mill} uses a stcam stripper to weat foul condensates
and comply with Subpart 8. Following the conversion to brown paper grades, the Mill intends to
shut down the condensate steam stripper and Instead hard pipe the collected foul condunsates o
the wastewater treatment system to comply with Subpart .

The Mill will install a new hard pipe {new 11 9802) from the foul condensate colleetion tank (I
9800} directly o the acrated stabilization hasin (aerated hiotreatment, [D 28013 The new hard
pipe will discharge the foul condensates below the liquid surface of the existing neraled
stabilization basin {ASR) to allow biological treatment to begin immediately. The methanol
loading in the foul condensate is expected to be approximately one-half the current fevel
following the conversion to unbleached pulp production. The total vohume of mill wastewater is
also expected to be reduced by approximately 50% following the conversion (o anbleached pulp
production.

There are no physical changes planned o the wastewater treatment system pther than the new

fard pipe. The existing condensate stream stripper (112 9801} will be retired in place following
the conversion to unbleached pulp production.

2-1
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Mew-Indy Catawbs LLO
. Catawba, South Caroling
DONRTAINERBOARD Project Columbia Addendom
PURLIC COPY

3.0 EMISSIONS CALCULATIONS

The emissions from ench emissions unit are calonlated using published emissions factors from
the National Council for Air and Stream Improvement (NCAST) or the U8, Environmental
Protection Agency [USEPA), unless more representative stack test data were available, Detailed
citations for each emissions {acior are provided with the esleulations in Attachments Cand D,

The emisstons factors for the Kraft mill non-condensable gas (NCG) system have been updated
to reflect the shutdown of the condensate steam stripper following the conversion o unbleached
pulp production. This change results in a reduction in sulfur dioxide (83Oz), nitrogen oxides
{NOx), volatile organic compounds (VOC), sarbon monoxide (CO3, total reduced sulfur (TRS)
and hydrogen sulfide (Hz8) emissions from the combustion of the stripper off gases (SOG) inthe
combination boilers,

The change in ewissions from the wastewster treatment system dug to the new hard pipe have
been calcalated using emissions models from NCASI for HpS and USEPA for methanol. The
NUAST HISSIM mode! was used to estimate the increase in a8 and TRS emissions from the
ASE hy modeling the ASB before and aftor the new hard pipe and assigning the predicted
increase in emissions 1o the new hard pipe. Sumilarly, the USEPA WATERSY model was used to
sstimate the methano! and YO ernissions from the ASR before and after the new hard pipe. The
F2SSIM and WATERY model resulis are presented in Attachment F.

There are no other changes in the emissions factors from the June 2019 construction peamit
application related to o/p-DIF. All emizsions factors and the basis of all adjustments to the
emissions factors related to the Kraft mill are presented in Attachment C,

3-1
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New-Iady Catawba LLC
Catawha, South Carcling
BOARD Project Celumbia Addendum
PUBLIC COPY

4.0 REGULATORY APPLICABILITY

4.1 BOUTH CAROLINA REGULATION 61-62.5, STANDARD NO. 2 - AMBIENT
AlR QUALITY STANDARDS

Standard No. 2 regulates maintenance of the national ambient air quality standards. New-Indy
fias reviewed the SCOHEC modeling guidance entitled “Cuidance Concerning Other
Information Used for Permitling Requirements in Demonstrating Emissions Do Not Interfere
With Attainment or Maintenance of any State or Federal Standard” (February 28, 2017}, Per the
guidance, “a project involving a net facility-wide emissions decrease for a polivtant satisfies
permitting review requirements. The netting caleulation must be applied on a pollutant by
pollutant basis. Facility-wide emission decreases, expressed in tons per year, could be caleulated
using current allowable to future allowable emissions or the netting methodologies in the PSD
regulation.”

The changs in foul condensate treatment reduces the SO, MOy and CO cnissions from the
combustion of S0 in the commbination boilers by approximately 1,100, 200 and 20 tons per
year, respectively compared to the levels in ¢/p-DF, There are no changes in emissions of
particulate matter (PM/PMi1o/PM: 5 or lead due to the project, New-Indy believes this
demonstrates the project will not interfere with attainment or maintenance of State or Federal
Standards following the guidance of the SCIHEC.

4.2 SOUTH CAROLINA REGULATION 51-82.8, STANDARD NO. 7~
PREVENTION OF SIGNIFICANT DETERIORATION (PSD) PERMIT REQUIREMENTS

Standard Noe. 7 appliss to construetion of a new major stationary sourcs or & “project” conducted
at an existing major stationary source located in an area designated as attaiament or
unclassifiable in 40 CFR 81.341. The Mill is considered a major stationary source because it
emits or has the potential to emit 10U tons per year or more of a regulated New Source Review
(NSR} pollutant as defined in 8C Reg. 61-62.5, Standard Mo, 7. The Mill is located in York
County, which is classified as attainment or unclassifiable for all poliutants. Because it includes
physical changes o the Mill, Project Columbia is a “project” as defined in Standard No.

Y4y, New-Indy is updating the PSD apphicability caleulations with this addendum 1o include
the havd pipe portion of Project Columbia.

4-1
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4.21 Baseline Emissions Changes

New-Indy updated the 24-month baseline period selected for the existing ermissions ynits that arc
part of Project Columbia to July 2010 through June 2012 to remain within the 10-year lookback
period specified in Standard No. 7(b)4)(31). The baseline production rates are presented in
Attachment E. New-lndy sclected the same baseline period for all polhuants to simplify the P5I
applicability analysis, although Standand No. 7YY} allows New-Indy 1o select a different
24-month baseline period for each pollutant. Mo changes were made to the emissions factors
used o valoulate the baseline emissions.

Mew-Indy reviewed the baseline emissions from the No. 1 power boiler using the updated
baseline period to confirm the baseline emissions do not exceed the current 10% annual capacity
facror fossi! fuel usage limitation under 40 CFR Part 63, Subpart DDDDD. The baseline
emissions are limited to no more than 1,997,280 gallons per year of No. 6 fuel oil. The average
annual No. 6 fus! oil consumption during the bascline was 1,153 810 gallons por year, or
approximately six percent (6% of design capacity. The baseline emissions are limited © no
mare than 328,500 mm By per vear of natural gas. The average annual natural gas consumption
during the baseline was 35321 mmBry, or approximately one percent (1%} of design capacity.
Therefore, the Mo. 1 power boiler actual emissions during the baseline period requirs ne
adjustents.

4.2.2 Projected Actual Emissions Changes

The projected actual emissions from the Kraft mill NCO system have been updated to reflect the
condensate stearm stripper will be retired following the conversion to unbleached pulp, The
wastewater freatment system projected actual emissions have also been updated (o reflect
treating the foul condensates using the hard pipe instead of the vondensate steam stripper.

“New-Indy will manage future annual VOO emissions from the Mill so that a significant
emisgions increase does not ceeur and a PED construction penmit is not reguired due to installing
the hard pipe. As noted in the June 2019 perrait application, the pulp mill 15 not cupable of
supplyving the pulp required to operate the No. 2 and Mo. 3 paper machines and the pulp dryer
simultaneously at design capacity. However, New-Indy may choose to operate the three
machines in any combination based on market conditions and customer orders,

New-Indy has projected a daily production rate for the No. 2 paper machine of gir dried
tons finished product per day {ADTFP/day) o reflect future management of the VOU emissions
from the Mill. The No, 2 paper machine may be operated at its design capacity of

4-2
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ADTFP/day, combined with the No. 3 paper maching or the pulp dryer operating al less than
design capacity.

4,2.3 PSD Non-Applicability

The changes in emissions from the Mill as a result of Project Columbia were compared to the
significant emission rates in Stendard No. 7(b)(49). Based on the emission caloulations
described above, presented in Attachment B and summarized in Tahles 1, 2 and 3, Project
Columbia is not subject to the PSD permitting requirements in paragraphs (j) though (1) of
Standard Mo, 7.

The projected total daily paper mill production exceeds the projecied pulp mill production by
approximately 47 pereent, eliminating any reasonable possibility of New-Indy exceeding the
P8I significant emissions rate for VOU following the conversion to unbleached pulp and
installation of the hard pipe. Therefors, consistent with the USEPA New Source Review Policy
Memorandum dated December 7, 20171, Now-Indy believes no production limits are required to
demonstrate PST} permitting requirements are not applicable to Project Columbia for the
poliutant VO,

43
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Mew-Indy Catawba LLC
Catawha, South Caroling
Project Columbia Addendum
PLBLEICOPY

4.3 SOUTH CAROLINA REGULATION 61-82.5, STANDARD NO. 7 —
PREVENTION OF SIGNIFICANT DETERIORATION AR DISPERSION MODELING
REQUIREMENTS

Standard Mo. 7 also includes PSI air quality increments which apply to all increases and
decreases in PSD polhntant emissions following the PSD minor source baseline date. In York
County the minor source baseline dates are December 1, 1981 for PMuo and 503, April 5, 2001
for Wk and March 3, 2017 for Phzs.

SCDHEC {ssued guidance concerning the PSD ambient air increments and air dispersion
modeling demonstrations on February 27, 2017, In the guidunce, SCDHEC suspended the
requirement to model the change in PSD increment consumption. The new puidance requires
facilities in counties where the minor source baseline date has been triggered 10 submit
information to assess the consumption of the PSD incremont.

Ax shown in Table 4 of Section 4.2.3, Project Columbia will result in a projected decrease in
PMg, PMa s, NOx and SOz emissions from the Mill. New-Indy believes this demonstrates the
project will not interfere with attainment or maintenance of State or Federal Standards following
the SCDHEC guidance issued on February 28, 2017

4.4 SOUTH CAROLINA REGULATION 61-62.5, STANDARD NO. 8 - TOXIC AIR
POLLUTANTS (TAF)

Standard No. 8 regulates emissions or alr toxios compounds emitted from new and existing
sources. The Standard does not apply to fuel burning sources which burn only virgin or
specification used oil. Section LD(1}) of the rule exempts sources subject to a Federal National
Emission Standard for Hazardous Alr Pollutants (NESHAPY. The Mill is subject to Paderal
NESHAF for the pulp and paper source category {Subparts § and MM), industrial boilers
{Subpart DDDDDY and reciprocating internal combustion engines (Subpart ZZZ2}. Section
L.D(2) exempts non-NESHAP sources after g facility-wide residual risk analysis is completed.
USEPA published the results of facility-wide residual risk analyses for Subpart 8 sources on
December 27, 2011, and for Subpart MM sources on December 30, 2017, The residual risk
analyses eompleted by USEPA coneluded there was no unacceptable risk from pulp and paper
wills. Therefore, all sources at the Mill are exempt from Standard No. § under both D(1} and
M2y,

The Mill emits two South Carpling TAPs which are not listed hazardous air pollutants (HAP),
Hi2% and methyl mercaptan. Both compounds are gencrated by the Kraft pulping process and are

4-7
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components of TRS gases that are contained in low volume high concentration (LVHU) and high
volume low concentration (HVLE) gases. Section LD{3) allows sources to request an exemption
for non-HAPs controlled by NESHAP controls to reduce HAPs,

The Mill treats the LYHC and HVLC gases by combustion in compliance with Subpart 8, and
for the applicable emission units, 40 CFR 60 Subpart BB. The Mill also complies with the
condensate collection and roatment requirements under Subpart 8. At the Mill, collected foul
sondensates are treated using the hard pipe {10 9R02} and the wastewater treatment system {iD
29013 to remove the HAPs and TRS compounds. By treating the foul condensates using the hard
pipe, more than 96% of the HAPs and 94% of the TRS compounds are removed biologically in
the wastewater treatment system (1D 2901). For these reasons, New-Indy believes HS and
muthy] mercaptan are exempt from complianee demonstrations under Standard No, 8.

4.5 SOUTH CARDLINA REGULATION 61-62.70 - TITLE V OPERATING PERMIT
PROGRAM

The Mill currently operates under Title ¥V Operating Permit TV-2440-0005. New-lndy will
submit revised Title V permit application forms for these sources within one year of startup of
the modified equipment. The revised Title ¥ application will address monitoring,
recordkeeping, and reporting reguircments.

4.6 40 CFR 80, SUBPART BB - STANDARDS OF PERFORMANCE FOR KRAFT
PULP MILLS AND SUBPART BBA - STANDARDS FOR PERFORMANCE OF
KRAFT PULP MILLS AFFECTED SOURCES FOR WHICH CONSTRUCTION,
RECONSTRUCTION, OR MODIFICATION COMMENCED AFTER MAY 23, 2013,

40 CFR Part 60, Subparts BB and BBa regulate emissions of PM and TRS from affected sources
at Kraft Pulp Mills, The shutdown of the condensate stripper system will not change the
applicability of Subpart BB or BBa, other than there will be no emissions from the condensate
steam stripper. Wastewater freatinent systems are not regulated under Subpart BB or BBa.

4.7 40 CFR 83, SUBPART § - NATIONAL EMISSION STANDARDS FOR
HAZARDOUS AIR POLLUTANTS FROM THE PULP AND PAPER INDUSTRY

40 CFR Part 63, Subpart § regulates emissions of HAPs from pulping, bleaching, and condensate
nandling operations located at pulp and paper mills that are 2 major source of HAP. The Mill
emits greater than 10 tons per year of individual HAP and greater then 25 tons per year of total
HAP qualifying it as a major yource for HAP emissions. The Mill is regulsted by Subpart 5.

4.8
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The existing pulping process condensates generated in the digester system, turpentine recovery

system, evaporator systems, and LYHC and HVLC closed collention systems at the Mill comply
with the collection requirements in 863 446{c)(3) and the treatment regquirernents in
§63.446{e3(5) for mills that perfoom bleacking. Following Project Columbia, the pulping process
condensates will comply with the callection requirements in §63.446(0)(1} ar {3} and the
wreatment requirements in $63.446{e)(2) and (£)(3) or (e} 4} for mills that do not perform
bleaching. The Mill will comply with the requirements in 63,4460e%2) following the conversion
to producing unbleached pulp using the new hard pipe (11 9802} 1o discharge the pulpimg
process condensates below the Tiquid surface of the wastewater trealment systom agrated
stabilization basin (1D 2901), The hard pipe will also comply with the closed collection system
requirements in 83.446(d}

The current monitoring and recordkceping under Subpart 8 for coflection and treatment of the
pulping process condensates will be different when using the hard pipe and wastewater freatment
system for compliance. Following the conversion to unbleached pulp, the Mill will comply with
the monitoring requirements for the hard pipe under §62.453(1) and the wastewater treatment
system ASB under §63.453()) and (p). The Mill intends to comply with §63 4332y and 3y and
establish site-specific daily monitoring parameters under §63.453(n) during the initial
performance test of the wastewater kreatment system ASB performed under §63.457. The initial
performance test of the ASB is reguired by §63.7(a)(2) to be completed within 180 days
following the startup of the hard pipe for treating the pulping process condensates.

48 40 CFR 51, SUBPART BB—DATA REQUIREMENTS FOR CHARACTERIZING
AIR QUALITY FOR THE PRIMARY 502 NAAQS (SOz DATA REQUIREMENTS RULE
OR SOz DRR)

The Mill submitted facility-wide air dispersion modeling in November 2016 to comply with 40
CFR 51.1203(d). The projected actual SO; emissions following Project Columbia are expecied
ta remain below the S0 emission rates included in the modeling analysis submitted in 2016,
The Mill will continue to annually review the actual 5O» emission rates against the 2016 model
emission rates to determine if an updated modeling demonstration is necessary.

4-9
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New-Tndy Catawba LLC
Catawha, South Caroling

CONTATREREGARD Project Columbia Addendum
PURRLIC O0PY
Figure 2
UBGE MAP

Kew-Indy ~ Catawba Mill
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Mew-Indy Catswha LLC
Catawba, South Caroling
Projeet Columbia Addendum
PURBLI COPFY

CUNTAIRERE GARD

APPENDIX A -
APPLICATION FORMS

Al

PLERIC Procset Dokt Donslueton Paeyst Application ~ Ao AFYSIENE%
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Bureau of Air Que
Expedited Review Request Inst
Construction Permits
Page Lof 2

ructions
BUHBAL OF Al LUALITY

APPLICATION IDENTIFICATION

Faciiity Naros
(TR shosld Be e nmene usedt to Blentily P faciliy)

Hew-Indy Calawba LI

50 Al Permit Burmber {8<digits ondy}
fheave Slaak i ane B never been ssaiesd}

2440 - DOOG

Request Date

April 13, 2020

PRIMARY AIR PERMIT CONTACY

Title/Position: Environmental Menager | Mr, First Marne: Mike

Last Names Swanson

E-rnall Address: mike. swarsoninew-indyeb.com Phone Noo (803 9R1-8010 1CeliNoo( Yy -
SECONDARY AR PERMIT CONTALT
LIF the Depastment & tevabie to contact the peimiary. s peeont Contaet plense provided 3 secondary contach
Tite/Position: i First Mame: Last Name:
Enall Adddress; Phone No.. Collbosf % -
Chack v Expedited ;
Ong Permit Type Roviow Days® Fea™*
L Mingy Sowrce Construction Permit 30 $3.000
Synthetic Minor Construction Permit &5 44 000
Pravention of Significant Deterloration (PSD) not bnpacting a Class I Area (no 16 £20,000
Class 1 modeling requiresd) ‘
Prevention of Significant Deterioration (P50} Modification not impacling &
[ class 1 Area {ro Class T modeling required) 126 $5,000
Mo BACT limit change byt renuires Public Notlee
Prvvertion of Sgnificant Deteroration {PSD)Y Modification not impacting a 2} tal Fee
1 Class [ Area {no Class 1 modeling required) 120 M of
Number of BACT Poliutants [ 1 $5,000 per BACT modification $26,000
: Prevention of Significant Deterioration (PS0Y) impacting a Class 1 Area {Class | .
n mgcheling required) 150 $43,000
Prevention of Significant Deterioration (PSD) Modification impacting & Class 1
1 LAres (Class | modeling reguired) 150 $5,000
Mo BACT Wimit chanos bt reouires Publis Motice
p , ot " : Togal Fog
[ Prevention of Significant Deterioration (PSD) Modification impacting & ass ] 3
1 Larea (Class I modeling required) 150 Mot of
Number of BACT Pollutants {1 X 45,000 per BACT medification $25 000
Y
Concrate
1 isinor Source Construction Permit 10 £1,500
sedncation Bequest
______ Asphalt
T synthetic Minor Construction Permit 15 $3,500
Bedoration Reguest

*all days above are calendar davs, but excude State holidays, and building dosure dates dug to severe
weather or other smergencies. Expeditad days for asphalt and concrete also exclude weekends,

** 00 NOT SEND PAYMENT UNTIL THE APPLICATION HAS BEEW M’:ﬁﬁiﬁ%ﬁ E%"i"i} THE
EXPEDITED PROGRAM, mq for amez:ﬁt&d review, you mii e netl

accentance o Y grodr 23 §r§ i

DHEC 2212 {137301%
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Bureau of Alr i}ua!iw
Expedited Review Request Instructions
Construction Permits
Page 2072

PRIMARY AIR PERMIT CONTACYT SIGNATURE

1 have read the mest recent version of the Expadited Review Program Standard Operating Procedures and accept all of
tha terms and concitions within, T understand that it is my responsibifity to ensure an application of the hghest quality i
submitted in 8 timely manner, and to address any requests for additional information by the deadine specified, 1
understand that submittal of this request Torm 1S not a guarantee that expedited review will e granted.

. e ' Sy i gf -~
e ™ ff i ;‘f:? s
Simaturs of Primary Alr Permit Contact [rate
DHEC 2212 {(12/2017)
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Bureau of Alr Quality
Construction Permit Application

Page lof 3 -
FACILITY (DENTIFILATION
SC Adr Permit Mumber (8-digits only) Application Date
fLaave ank i one has never ben assfoed)
2440 - 0008 April 13, 2020
Facility Name Facility Federal Tax [dentification Number
(TS showld be the samme wsed ty ety the Tacdlity at e physical scdress (&'@Mﬁm by the 145 Inteynad Revenus Service B 1oty & buviness

Hsted beiow)

New-Indy Catawba LLD

FACILYTY PHYSICAL ADDRESS
Physical Address: 5300 Cureton Ferry Fead Lourty: York
City: Catawha | Shater SO Tip Code: 29704

Faclity Coordinatns Sty coordinates should be based 2t the front door qo oo entranos of the facbity )

[ 1 NADRT tviarths Amarican Dot of 1927
Latitude: 325037N Longitude: BOCRIISW Or

NADEBI s doverican Datue o 1983

CO-LOCATION DETERMINATION

are there other facilities in close pradmity that could be considersd co-lotated? Mol | Yeg*

List potential corlocated facilities, including alr permit numbers i applicable:

U ves, plosse subrit Co-TeCaNceT aROleabEite detsemination detalls in an attachiment to this spplication.

COMMUNITY CUTREACH

What are the potential &l issues and community concerns? Please provide a brief description of potertial alr issues and
comnunity concerns about the entire fadlity andfor specific project. Inchude how these lssues and concems are neing
addressed, if the community has been informed of the proposed construction project, and it so, how they have been
informed.

No issuss or concems, This protect will fower air emisslons for many pollutants,

FACILITY'S PRODUCTS | SERVICES

Primary Products / Services (st the primary procint and/or serdve}
Linerboard/Pulp Manufachuing

Primnary 516 Gode Senderd Infustrial Cassification Codes) Primary NAILS Sods (orty dmerian Srdustry Claseiicolion Sysiney)
2631 322130

Other Products 7 Senvines 60 any offer products andlor services}

Other SIC Codelsh UOther NAICS Code(s);

ATR PERMIT FACILITY CONTALT
Porson ot e ity why can snswer fechnical gusstions shout the Seckity and perit appiication}

Fitle/Posgition; Environmental Manager | Selutation: Mr.__ |First Name; Mike Last Name: Swanson
Mailing Address: PO Box 7
City: Catawba Staten 5C Sn Code: 29704
E-rrall Address: mike swanson@new-indych.oom Phone No,o (803 Q818018 10l Mo

DHEL 2566 (068/2017)
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Burean of Alr Quality
Construction Permit Application
Facility Information
Page 203

The signed permit will be e-mailed to the deslgrated Alr Permit Contact.
¥ additonal individuals need coples of the parmit, plesse provide thelr names and g-mail addresses,
Hame E-myall Address
Sheven Moore steven, monreBaiding.com

CONFIDENTIAL INFORMATION / DATA
iy of data? | | No g Yes®

*FF yos inpkade o sariized version of the 200k
BUBMITTER

e sevien st DNVLY DIFE COPY OF CONFIDENTIAL INFORMATION SHUILD BE

LIST OF FORMS INCLUDED
{idantify o fovms bchided iy the spplication packags]
Form Name Included {¥/N)
Expedited Review Request (DHEC Form 2212) X ves | ] No
Egulpment/Processes (DHEC Form 2567 <3 ¥
Erpissions {DHEC Form 2568

Sequlatory Review (DHEC Form 2570) 24 Yes
Ernissions Point Information (DHEC Form 2573) Yes | | Mo {If No, BExplain 3

DWNER OR OPERATOR
Title/Position; Techrical Managsr ISalutation: Mr. | First Name: Charles Last Name: Dleveland
Mailling Address: PO Box 7
City: Catawba State: 50 Zip Code; 29704
Fmail Address: pete develand@rew-ndych.com Phone Mo, 803-981-8206 el No.:

OWHER OR OPEBATOR SIGNATURE
1 certify, to the best of my knowledge and belief, iat no applicable standards and/or regulations will be contravaned or
violated. 1 certify that any application form, repart, or compliance certification submitted In this permit application is true,
accurate, and complete based oninformation and belief formed after reasonable inguiry, T understand that any statements
andfor descriptions, which are found to be incorrect, may resull in the immediate revotation of any permit tssued for this
application,

&
g

; . f
i et § T
{‘.\ gg}{ f gim ;g Zod e

e Y Date

R, .«"‘W’f & m'\ § zf‘

Qwner or Qperator

PERSON AND/OR FIRM THAT PREPARED THIS APPLICATION
ZIF ot Hhe name pieson 38 the Profssstona? Loy vt has roviewed sndd suped I8 sppliceBon}
Cormuiting Fom Name: ALl

Tile/Position; Sentor Profect Manager Salutation: Mr. Firet Name: Steven {Last Nermz: Moone
Mailing Address: 630 Davig Drive, Sults 220

Cibe: Durham Shater NC Zip Codder 27560

E-mail Address: steven.moorefiaiiding com Phone No, {9193 2345981 ol No.; (869 616-4711

¢ professional Engineer License/Renistration No, {If applicable):

[HEL 2566 (0672017}
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Bureau of Air Quality
Construction Permit Application
Facility information
Page 3of 3

PERSON AND/OR FIRM THAT PREPARED THIS APPLICATION

#f vt the same paryon s 1he Professionad Englreer why bog reviswed and staned thiy oonficativs )

Consulting Firm Nams: AL1L4

Title/Position: Senior Project Manager [Sﬁ!ﬁtatéan: b, [?érat Marne: Steven ‘Last Name: Moaore
Mailing Address: 830 Davis Drive, buite 220 v v

Civy: Durham State MO Jp Code 27560
E-mail Address: stevenumonre@alidingcom Phone No: (318) 234-53981 Cell Mo (B84 816-4711

5L Professional Enginesr Licenze/Reaistration No. if applicabley

PROFESSIONAL ENGINEER INFORMATION

Consulting Firm Name: AL14

Title/Position PE Eﬁaimatim‘;: Ms. 1?2?‘9: Mame Amy Last Narme: Marshall
Mailing Address; 830 Davis Drive, Suite 220

City: Durham Statel N Zip Code 27560
E-mail Address: amarshali@alldine com Phione pios (984 T77-3073 1Cal Mo

SC License/Regisuation Moo 22147

PROFESSIONAL ENGIMEER SIGNATURE
P heve placed my signature and seal on the engineering documenis submitted, signilying that | have reviewsd this
ian as it pertaing 1o the requirements of South Coroling Regulotion G1-62, Air Poliution Control

Date

DHEC 2566 {06/2017)
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Baird, Mandalas, Brockstedt September 26, 2021
1413 Savannah Road, Suite 1

Lewes, Delaware

19958

Attn: Mr. Chase Brockstedt
Re: New-Indy Catawba Mill: Preliminary Report on Causes of and Solutions for Odors
Dear Mr. Brockstedt,

This letter is a preliminary report on the cause of the reported noxious odors emitted by the New-Indy Catawba
wastewater treatment plant (WWTP) since February 2021 and what can be done to immediately reduce and
eventually eliminate the conditions at the WWTP that cause the malodorous and toxic emissions.

This letter report is my evaluation as an expert in wastewater treatment and residuals (sludge) handling of the
wastewater treatment history, operations, and practices at the New-Indy plant and its impact on the local
environment. | have formed my opinions, analyses, and conclusions with a reasonable degree of engineering
probability after reviewing the references listed in the attachment. My opinions and conclusions are also based
on my education, experience, and training in the environmental, engineering, and science of the treatment of
pulp and paper mill wastewater, discharge of treated effluent, disposal of residual sludges and floatables, off-gas
releases, and my knowledge of related regulations, standards of practice, and public health requirements.

All opinions expressed herein are based on the information received and documents currently available, with
the right to supplement and/or modify the opinions as more information is discovered or becomes available.

Qualifications:

My education and my entire working career have been dedicated exclusively to wastewater and residuals
treatment including treatment plant engineering and design, plant operations, treated effluent discharge, and
residuals disposal and management. My Bachelor of Environmental Engineering and Master of Water Quality
Engineering both came from Vanderbilt University with an emphasis on wastewater treatment.

After graduate school | worked as an Engineering Consultant evaluating wastewater treatment systems to:
assess performance capability; determine reasons for failure and methods of cure; determine performance
efficiency and improve treatment where possible. In 1981 | started my own Environmental Technology company
and introduced new processes to the field. My 17 patents were the basis of design for over 700 WWTP’s located
in over 17 countries, treating many kinds of industrial wastewater, sanitary wastewater, and associated
residuals.

| have personally designed and provided process and mechanical troubleshooting and problem solving for

hundreds of WWTPs, including nine pulp & paper mills. | spent five years as a Vice President of Technology for
two of the largest wastewater treatment companies in the world: U.S. Filter (now Evoqua), and Veolia Water.
The past 19 years | have operated my own consulting firm specializing in all aspects of wastewater treatment.

Introduction
It has been well established in documents available from the South Carolina Department of Health and
Environmental Control {DHEC) that the New-Indy Catawba WWTP was ineffective at sulfide removal and in a
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state of poor operation most of the time since New-Indy converted the mill operation from white paper to
linerboard on February 1, 2021. Since that startup, the mill and WWTP have routinely released offensive and
dangerous gases to the ambient air and unfortunate downwind residents. In fact, New-Indy, DHEC, and the EPA
have each documented excessive concentrations of hydrogen sulfide (H,S). As shown below, large amounts of
other associated gases with strong odors and documented toxicities also have also released to the surrounding
community — and it is continuing.

Among many other documents | have reviewed is New-Indy’s Corrective Action Plan (CAP), revision 2, dated July
12, 2021. The CAP describes (in New-Indy’s view) the cause of this massive and sustained chemical release and
the actions and upgrades required to fix the problem. While all the recommended improvements in that report
are necessary, they are insufficient to fix and prevent a repeat of the odor and toxic emission problems
emanating from the New-Indy WWTP that plagues the community. There remain other essential improvements
and additional facilities that are necessary to eliminate the release of the malodorous and toxic emissions and to
ensure they are never released to the community again. The multiple causes of this preventable failure are
discussed below, followed by a discussion of the additional work required to truly fix the problem. Finally, the
Appendix includes an analysis of the sulfide emissions model used by New-Indy which significantly
underestimated the increase in hydrogen sulfide and total reduced sulfide emissions in its construction permit
application and helped justify its request to shut down the steam stripper.

Background
New-indy’s process of turning wood into paper or linerboard (used in cardboard boxes), requires chemicals and

processes that create noxious, unhealthy off-gases, and heavily contaminated wastewater. New-Indy uses the
“kraft” process to digest the wood pulp, and that process uses strong sulfide chemicals that produce a liquid
waste known as “foul condensate.” The foul condensate contains volatile chemical compounds that have
offensive odors and are toxic at elevated concentrations. The various sulfur-containing chemicals in the foul
condensate are referred to as “Total Reduced Sulfides” (TRS), the most recognizable of which is hydrogen sulfide
— commonly described as “the rotten-egg smell.” However, there are other noxious and toxic reduced sulfur
compounds in New-Indy’s foul condensate, including methyl mercaptan, dimethyl sulfide, dimethyl disulfide, in
addition to methanol and other volatile compounds, that are being emitted from the WWTP to the ambient air
and impacting the surrounding communities. These chemicals generally have quite low odor thresholds and can
be toxic at low concentrations. And while hydrogen sulfide is generally singled out for measurement, it is only an
indicator of the combined TRS concentration. At New-Indy, the amount of TRS emitted to the ambient air has
been estimated by New-Indy’s consultants to be some ten times the hydrogen sulfide level - thus the source of
odors and potential toxicity is much greater than indicated by the level of H,S being monitored alone at the mill
and in the surrounding communities.

Unfortunately, the release of excessive amounts of TRS from New-Indy’s WWTP was foreseeable and could have
been (and now can be) prevented but for a series of incomprehensible errors in fundamental wastewater
treatment principles. New-Indy instituted a complicated conversion in the manufacturing process {from white
paper to brown linerboard) and started up the new process while eliminating a critical step (steam stripping) in
the TRS treatment process inside the mill. At the same time, New-Indy a/so was performing out-of-service
maintenance on the critical Primary Clarifier in the WWTP which caused a radical reduction in the treatment
capacity of the WWTP. Despite these mistakes, New-Indy ran the mill at or near full capacity — even after it lost
control of the WWTP and began releasing huge amounts of offensive and dangerous off-gases which in turn
caused tens of thousands of complaints from residents living as far as 30 miles from the mill.

Eight months after startup of the new linerboard process, New-Indy is unable to treat all the foul condensate
with steam stripping inside the mill and continues to discharge several hundred thousand gallons of the sulfide-
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laden waste to the WWTP every day. The WWTP remains in such a poor state of operation that it continues to
release TRS to the ambient air and the surrounding communities. New-Indy’s failure to properly maintain the
WWTP is likely causing the release of additional TRS emissions as septic solids in ponds are being removed with
heavy equipment and sludge is being managed on-site. As a result, the odorous and toxic emissions continue,
with residents complaining of burning eyes and throats, nosebleeds, headaches, and other symptoms. The
following discusses what happened and what must be done to prevent it from happening again.

Discussion

Below, Figure 1 is an aerial view of the New-Indy property showing the mill and the wastewater treatment
lagoons (picture from Google). Figure 2 is a schematic that shows the layout of the mill and the WWTP processes
as seen from plan view, from New-Indy’s Corrective Action Plan, Rev. 2 (CAP). According to the CAP: “the New-
Indy mill is comprised of seven (7) major operations and process areas: the woodyard, kraft pulp mill, paper
machine, chemical recovery process, utilities, waste treatment, and miscellaneous sources”. This is a huge and
complex series of interdependent operations.

TP (Google)
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Figure 2. New-Indy Mill and WWTP Schematic

The Wastewater Treatment Process

To understand how the wastewater treatment process failed and released TRS to the surrounding communities,

it is necessary to understand how it is supposed to work. This description of the general WWTP function is from

New Indy’s CAP:

“The Wastewater Treatment System is designed to collect all of the wastewaters from the mill, remove

settleable solids, and biologically treat the dissolved organics. Most of the wastewater collects within the mill
sewers. The sewers gravity flow to the primary clarifier. The clarifier allows solids to settle to the bottom and be
removed and clarified water to overflow to either the equalization (EQ) basin or directly to the aerated
stabilization basin (ASB). The solids from the primary clarifier, otherwise known as “sludge,” are pumped to the
EQ basin that allows additional separation {thickening) of the solids. Decant from the EQ basin flows into the
aeration basin along with clarified wastewater from the clarifier. The condensate hard pipe discharges below
the liquid surface of the ASB to biologically treat contaminants in the foul condensate. The treated wastewater
from the aeration basin flows into holding ponds. From the holding ponds, the treated wastewater flows by
gravity through a post-aeration basin where mechanical aerators increase the dissolved oxygen content of the
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wastewater prior to discharge into a receiving stream.” Figure 3 gives some details on the WWTP units {from
New-Indy’s CAP).

Figure 3. New-indy WWTP Details
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Each of these units likely contributed to the generation of odors as follows:

1. Primary Clarifier: This round tank is 275-feet in diameter, 9.5 feet deep, and holds 4.7 million gallons.
A picture of the surface of the clarifier {from the DHEC sire inspection report) is shown in Figure 4. As
noted above, its purpose is to receive the wastewater from the mill and settle out the pulp fibers, grit,
minerals etc. so that these inert objects do not enter the rest of the wastewater plant and take up
useful space. It thus provides critical protection to the parts of the WWTP that remove pollutants from
the wastewater. It normally fulfills this function adequately, with little room for error. However, the
problems encountered by New-Indy during the startup of the linerboard process resulted in vast
guantities of pulp being sent to the WWTP with the wastewater.
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Photo 10: 2

Date/Time: 37/15/2021; 1101

Description: Primary clartfier with ash layer
This also happened to be the time when New-Indy had taken the Clarifier out of service for extensive
repairs. Huge amounts of wasted pulp, ash and mineral content ended up in the critical Aerated
Stabilization Basin (ASB) and settled or floated — reducing the effective volume available in the ASB for
removal of pollutants and causing failure of almost half of the critical aerators. EPA inspectors also
reported and measured serious odors from and around the clarifier during their site visits in April
2021.

2. Equalization Basin (formerly #3 Sludge Lagoon): This is a 16-acre lagoon that holds 55 million gallons
when empty but is filled with the settled solids {sludge) from the Primary Clarifier. Its purpose formerly
was to smooth out {equalize) variations in the wastewater flow rate from the mill so that the next
phase of treatment could operate more consistently. As an apparent cost-saving measure, the basin
function was modified based on construction permit 20098-IW granted in 2017 to receive and thicken
the primary clarifier sludge prior to it being dredged over to Sludge Lagoon #4 for permanent disposal.
However, the planned removal of thickened sludge has been grossly inadequate, and the lagoon was
observed by DHEC in March to be nearly full of accumulated sludge. Further, the flow path of the
clarified wastewater is through the sludge-filled Equalization basin — and as of early July 2021, six
months after startup, this flow continues to wash useless sludge solids out of the Equalization basin
and into the ASB, further reducing treatment capacity. This sentence from New-indy’s Corrective
Action Plan is illustrative: “Over the last several years the (WWTP) process flow diagram has changed,
most notably as the management of primary clarifier solids and foul condensates has changed.” Those
changes included: 1) Abandoning the Steam Stripper that had removed so much odor for so many
years, and 2) Sending the Primary Sludge to the Equalization Basin for ‘free’ dewatering {and failing to
keep that sludge out of the ASB influent).
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3. Aerated Stabilization Basin (ASB): This 64-acre, 375-million-gallon lagoon is the heart of the WWTP. It
is here that naturally occurring microorganisms are meant to be provided with adequate mixing and
oxygen to achieve efficient removal of pollutants from the wastewater. The aeration and mixing are
normally provided by over fifty 75-HP aerators that float throughout the lagoon. When functioning
properly, these aerators provide some 140,000 pounds of oxygen daily. Figure 5a shows what the
lagoon looks like when healthy in a Google photo taken in 2005. However, there were three
inexplicable failures that occurred while the linerboard process startup was completed:

a. While the Primary Clarifier was out of service, the mill kept on operating, resulting in tons of
sludge and scum solids normally removed by the clarifier being sent to the ASB, and during this
time the full wastewater flow rate, normally routed around the Equalization basin, had to be
routed through the sludge-filled ASB which washed many more tons of sludge into the ASB.

b. Large loads of fiber solids were dumped from the mill during a difficult and extended process
conversion and startup operation, much of it settled in the ASB.

c. There was continual and significant erosion of the old Clarifier sludge from the Equalization Basin
into the ASB.

All these failures contributed to a massive buildup of pulp and mineral sludge within the ASB, as shown
in Figure 5b, taken from a drone in June 2021. The thickness of this material was such that it caused
many critical aerators to fail — they were not designed to pump thick sludge. As these aerators failed,
there was less oxygen and mixing available. Over half of them eventually failed. New-Indy explained in
CAP#2 that of the 52 aerators installed, only 28 were working before they had removed enough sludge
to begin reaching and repairing aerators. Further, so much sludge fed into the ASB that its inherent
treatment capacity was significantly reduced due to the loss of both volume and aeration. New-Indy
had apparently assumed the ASB would be fully operational to justify shutting down the steam stripper
and bypassing all the foul condensate to the ASB. However, multiple aerators failed in the north end of
the ASB (Zone 1) where the influent entered, because this is where much of the sludge and pulp solids
settled. This is obvious in the photo below. Unfortunately for local residents, this is also where the foul
condensate was discharged after bypassing the abandoned steam stripper. With fewer aerators to
provide mixing and oxygen, the conditions generated even more odors exacerbated the evaporation of
malodorous TRS gases into the ambient air. DHEC inspected the plant in March 2021 in response to the
odors and their measurements confirmed that the ASB was severely clogged with sludge and in a
severely under-aerated condition — and thus odorous and incapable of performing properly.

One can get a sense of the scale of New-Indy’s WWTP failure by the shear quantities involved: New-
Indy estimates the volume of useless solids to be removed from the ASB at between 750,000 —
1,000,000 cubic yards, over half the ASB volume. We do not know how much of this was already
deposited prior to 2021, but aerial views of the ASB indicate that a great deal of sludge entered the
basin after the process changeover. This is clear from the pictures below: the one on the left shows a
healthy ASB in 2005 with all aerators operational and little or no foam or sludge visible; on the right is
a photo taken from the opposite end in June 2021. The influent zone in the 2005 picture is on the
upper left of the lagoon, and in the recent picture is on the lower right side. The areas of brown show
accumulated foam and sludge from the lack of aeration and mixing caused by the failed aerators.
Some sludge had accumulated prior to the 2021 failures but aerial views from 2017-2019 confirm that
most of the deposit occurred after New-Indy’s purchase of the mill. This, combined with the discharge
of up to one million gallons per day of foul condensate, has been a major source of the release of
malodorous and toxic chemical that has affected local residents so severely.
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Figure 5b. Severely Damaged ASB
Operation in May 2021

4. #1 Holding Pond: This enormous lagoon covers 132 acres and has a capacity of 1,675 million gallons

when empty. New-Indy recently stated in their CAP:

“This pond is not intended to provide treatment and only serves as a retaining basin for

managing the mill’s hydrograph-controlled release NPDES permit thot essentially regulotes

discharge flow based on river flow”.
However, the lagoon does “provide treatment”, and it is treatment for which it was not designed. This
holding pond actually serves a dual purpose in that the water entering from the ASB contains solids such
as micro-organisms, wood pulp, and various inert minerals that must be settled out before the water
can be discharged to the Catawba River. The lagoon is partially filled with settled sludge, and no
information on the actual sludge level has been reported in recent documents submitted by New-Indy
to DHEC. It is difficult to understand the decision to also use this lagoon as a Clarifier for ASB effluent
solids. Prudent design would use a dedicated lagoon as a clarifier, or a dedicated clarifier(s). Even New-
Indy admits, per the quote above, that this is not a good application for this lagoon. And yet the pond is
used as a clarifier. There is no means to remove these solids short of dredging them out, which could
well produce poor effluent that would violate the discharge permit.
When thousands of pounds of biodegradable solids enter an unaerated lagoon every day, nature will
take its course and septic conditions in the accumulated sludge will generate odors and produce more
noxious TRS fumes. That apparently is what has happened based on H2S levels measured by EPA during
its April 2021 inspection. It was worsened by the exceptional loss of solids during the first half of 2021.
New-Indy has responded by pumping in ferric chloride to the influent stream (the discharge from the
ASB) in an attempt to neutralize the odorous sulfide compounds in the 132-acre lagoon. New-indy also
placed a couple of floating aerators in the lagoon to help with mixing and aeration. Since there are no
reported measurements of H2S or TRS since April, it is unclear how effective these measures have been
to reduce H2S and TRS emissions from #1 Holding Pond.
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Figure 6. Holding Lagoon # 1 Figure 7. Post Aeration Basin

5. Post Aeration Basin: This tiny concrete basin, shown in the picture on the right, sits on the bank between
the south end of #1 Holding Pond and the Catawba River. It can barely be seen in the aerial view of the
#1 Holding Lagoon above the ‘t’ in ‘Catawba’. This exists as a wide spot in the line to allow some
aeration to raise the level of dissolved oxygen in the plant effluent to meet discharge permit
requirements.

EPA inspectors measured high concentrations of hydrogen sulfide here during their April site inspection.
New-Indy responded by covering the basin with a tarp and scrubbing the air through a carbon filter to
remove TRS fumes. New-Indy then heavily promoted this as a significant victory in the fight against
odors, even suggesting that the release of odors would be largely reduced as a result. It was a bizarre
claim for such an insignificant source. Water from this basin flows into the Catawba River, and if there is
odor here, then the effluent — the supposedly clean water — contains significant concentrations of
hydrogen sulfide and likely other forms of total reduced sulfur {TRS) that present a water quality
problem.

Measurements of the hydrogen sulfide concentration in the #1 Holding Pond over the past few months
are typically around 2,000 parts per billion. This is significant since sulfides are toxic or inhibitory to
aquatic organisms at concentrations above just 2 parts per billion. There is no published data on the
sulfide concentration of the final effluent (after the post-aeration basin) because New-indy is not
required by their NPDES permit to measure sulfides even though they should be to protect water quality
in the receiving stream. The New-Indy effluent is diluted by approximately 100 times when it discharges
into the Catawba River, but that still would leave a sulfide concentration of 20 parts per billion where 2
parts are considered problematic.

6. Wastewater Load. The production of paper or linerboard requires a huge amount of water. The amount
of water used in the mill is directly proportional to the rate of paper production. In its permit application
to convert to the linerboard process, New-Indy stated that changes to the production process for the
linerboard conversion would cut the wastewater flow rate in half. However, as shown in Table 1 below,
in the first five months of 2019, which was prior to the conversion, the New-Indy discharge monitoring
reports to DHEC show the mill discharged an average of 19.7 million gallons per day (MGD) to the river.
In 2020 (also prior to the conversion) the average discharge was about 22.2 MGD. Since the conversion
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to linerboard, reported by New-Indy to have occurred on Feb. 1, 2021, the average discharge rate to the
wastewater treatment plant through June has been 26 MGD. So, either there was no decrease in flow
rate, or New-Indy doubled the mill production rate. Possibly a combination of both. New-indy continued
to run at this rate even though the toxic odors were causing so much distress. New-Indy could have
elected to reduce mill throughput in order to reduce the pollutant load to the WWTP and thus reduce
odor generation to a tolerable level. It appears they chose not to do so.

Table 1. New-Indy Monthly Average Discharge Rate
Month 2018 2020 2021*
February 26 24.8 26
March 19.2 23.6 26
April 18.2 23.7 25
May 19 22.6 27
June 16.1 16.2 26
Average 19.7 22.2 26
Data from the monthly discharge reports to DHEC.
* Linerboard process startup Feb 1, 2021; 2021 flow rates
are ASB feed flow from New-indy CAP Rev. 2.

7. Sludge Lagoon #4: This 89-acre lagoon (about 37-feet deep) has been used for multiple purposes:
a. Sludge Thickening and Dewatering for sludge, floating solids, and foam from the Clarifier,
Equalization Basin (#3 Sludge Basin), and the Aerated Stabilization Basin.
b. Landfill for Dewatered Sludge.
Figure 8 is a picture of Sludge Lagoon #4 taken from a drone in June 2021.

Figure 8. Sludge Lagoon #4

As a landfill for soil and dewatered material, Sludge Lagoon #4 is contaminated with Dioxins, Furans,
and/or other toxins. DHEC requires New-Indy to collect and submit biennial monitor well sampling data.
This data goes back to 1988 and includes pH, Chloroform, Conductance, Barium, Nitrate, Cadmium,
Chromium, Lead, Mercury, Sulfate, TKN (organic nitrogen), Ammonia, TDS (dissolved salts), and
Phosphorus. New-Indy sends the lab results to DHEC with a brief description of the results and trends.
These do not appear to include results for Dioxins and Furans which have been measured in 1) the soil
around the site, 2) the “Legacy Sludge” produced by the mill and WWTP, and 3) sludge, scil, and foam
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from the various lagoons. The Voluntary Cleanup Oversight Contract (VCOC) signed by New Indy in
December 2018 reported that soil and sludge samples from around the mill and WWTP site were
contaminated with toxic chemicals including Dioxins and Furans and required sampling for these
compounds as appropriate. It further mandated that New-Indy close and cap Sludge Lagoon #4 as a
Class 3 landfill (the most rigid closure requirements per Regulation 61-107.19 Part V and S.C. Code
Section 44-96-390). DHEC reports and letters indicate that New-Indy has not only been lax in closing this
sludge lagoon but intends to continue using it for many years.

As Sludge Lagoon #4 is located immediately adjacent to the Catawba River, it is important to determine
whether the lagoon is properly lined on its bottom and sides and sealed so that here is no leakage.
Adequate sealing is unlikely, due to the age of the lagoon. If there is leakage of contaminants that are
capable of reaching the Catawba River, New-Indy should provide a hydraulic barrier and/or take other
remedial actions that protect the river.

11
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Required Actions to Prevent Future Occurrences vs New-Indy’s Response

1. Current and Future Effluent Quality. New-Indy’s NPDES discharge permit was issued in 2009 and
expired in 2014 and has been administratively extended by DHEC for the past seven years without
proposing a new permit. The outdated permit should be updated promptly to account for New-indy’s
new production process and additional information and data collected as discussed above to assess
performance and the need for upgrades. For example, New-Indy should be required to add “Total
Reduced Sulfides” to its monitoring requirements for both air and water due to its toxic nature. Further,
it is not clear why New-indy is allowed to discharge many times the pollutants allowed for most
municipal WWTPs. New-Indy is allowed, for example, to discharge some 100 mg/l (parts per million) of
BOD (organic contaminants) and approximately 200 mg/! of TSS (total suspended solids). Municipal
wastewater dischargers are typically required to discharge less than 30 mg/l of BOD or TSS and less than
1.0 mg/l of Ammonia.

2. Wastewater Treatment Plant Units: The many failures with New-Indy’s process switchover have
demonstrated that this mill must not continue to operate with a single train of wastewater treatment
units. The failures of this system occurred because there was no spare capacity and no parallel
treatment units to accommodate a significant upset condition. Most WWTP’s in this country are
required to have at least two oversized parallel treatment trains, so that when (not if) a unit fails, or
must be removed from service for maintenance, the parallel unit can take up the slack for a significant
length of time to allow repair/maintenance/cleanup of the offline unit(s). New-Indy should be required
to make the following modifications and additions to their Catawba Mill WWTP in order to protect the
community and the receiving waters from extended WWTP failures such as presently exist.

a. Steam Stripper. DHEC has reported this stripper could treat about half of the foul condensate.
The decision to remove the steam stripper from service contributed significantly to the release
of malodorous and dangerous chemicals. New-Indy should install a second steam stripper of
sufficient capacity to treat all foul condensate so that there is, with the other WWTP additions
and modifications described below, much greater assurance of a similar failure not happening
again. This would also allow a stripper to be removed from service for maintenance without the
likelihood of additional malodorous and toxic chemicals being emitted from the WWTP. New-
Indy’s status reports to DHEC indicate that the existing stripper has already been removed from
service twice for maintenance in the past few months. New-Indy’s Corrective Action Plan makes
no mention of increasing steam stripper capacity which is an essential improvement needed to
prevent the ongoing and future H2S and TRS emissions to the surrounding communities.

b. Primary Clarification. The decision to take the clarifier offline for service was apparently
necessary; the decision to commence full-scale production without a functioning clarifier was a
major contributor to the overall failure of the WWTP. As stated in New-Indy’s 0&M Manual,
operation of the single Clarifier requires “maintaining a fine balance” in order to have
satisfactory performance. This is an accident waiting to happen given the amount of fiber and
other solids in the wastewater generated by the mill. A second, and perhaps a third (depending
on size) clarifier would: 1) provide greatly simplified and thus more reliable operation with more
consistent results; 2} provide capacity to readily handle future spills, failures, and mill upsets;
and 3) help greatly to ensure that the WWTP’s gross failure never happens again. Primary
Clarification is the process that protects the entire rest of the treatment process — it absolutely
must be robust. Right now, this plant is one accident, one major equipment failure or
maintenance event away from another crippled WWTP. New-Indy should be required to install
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at least a second 275-ft diameter Primary Clarifier, and really should have a third primary
clarifier due to the potential for another massive and sustained loss of pulp. Primary Clarification
has proven to be critical to the successful operation of the WWTP. It is essential to have industry
standard spare capacity for unexpected events and for maintenance. This will contribute greatly
to the success of future operation. However, New Indy’s Corrective Action Plan does not include
any additional clarification capacity.

Equalization Basin. New-Indy should separate the influent wastewater flow from the thickening
of Clarifier sludge. There can be no path back into the WWTP for the wasted Clarifier sludge.
This lagoon must either be internally diked to permanently separate the two streams, or the
sludge should be sent to and thickened in Sludge Lagoon #4 as was previously done. Further,
this lagoon must be brought up to current standards by being properly dredged and then lined
with a leak-proof geo-polymer liner to prevent contamination of the groundwater. New-Indy
stated in its Corrective Action Plan that it will continue to remove sludge from the basin but has
not indicated it will cease sending sludge from the clarifier or line the Equalization Basin.

Aerated Stabilization Basin. The ASB must be restored to working condition and all aerators
placed back into operation. New-Indy and its contractors and consultants have begun this
process but are merely seeking to return the WWTP to a functional state. Much more is required
to make this WWTP robust and stable in the long term and prevent future failures. The ASB
failure was caused by 1) the failure of the single Primary Clarifier, 2) New-Indy’s mistake of filling
the Equalization Basin with sludge and allowing it to wash into the ASB, 3) the fact that there
was no spare capacity, no standby or parallel clarifier or aeration basin to rely upon. The critical
ASB process should be duplicated. The Temporary Wastewater Holding Lagoon (Lagoon #5) is
adjacent to and already overflow-connected to the ASB. It holds 400 million gallons and the ASB
holds 375 million gallons once it is cleaned of sludge. It would be logical and relatively simple to
add aeration to Lagoon #5 and then have a 100% standby capacity. This would also help produce
an effluent to the Catawba River that was much higher quality than in the past.

It is critical that both lagoons be brought to modern standards and sealed and lined with a geo-
polymer liner. This will stop the leaking of pollutants to the groundwater. Lagoon #5 should be
dredged and cleaned and lined {if not already), then equipped with aerators and any necessary
flow baffles. Then the raw wastewater can be directed to the new ASB #2 while the existing ASB
is drained, fully dredged, cleaned, and then lined and sealed. New-Indy and its contractors
reportedly have removed much sludge, repaired and replaced some of the aerators, and begun
adding chemicals to try and neutralize some of the odors. However, there is no indication in
New-Indy’s Corrective Action Plan when the current remediation of the ASB will be completed.
Nor does the CAP indicate that New-Indy intends to line the existing ASB or add a second ASB to
provide backup capacity and improve the effluent being discharged to the Catawba River.

#1 Holding Lagoon. This lagoon will always generate odors because the 10,000 to 20,000
pounds of solids arriving from the ASB every day will settle out in this lagoon and start to
produce odor and reduced sulfides (TRS). That is why over 2 mg/| of Sulfide was being measured
in the lagoon many months after startup of the new process, and New-Indy installed aerators
and started paying to have sulfide-neutralizing chemicals pumped into the vast lagoon. Even if
the odors are normally minimal, they will be excessive whenever septic settled sludge is dredged
and removed. The WWTP requires significant diking of this lagoon to separate the ASB effluent
solids-settling function from the effluent flow equalization function. Alternatively, installation of
two Secondary Clarifiers between the ASB and the Holding Lagoon would provide vastly
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improved process control ability and would ensure that ASB solids (which include the microbes
responsible for removing pollutants) are removed and kept out of the Holding Lagoons entirely.
These solids can then be either returned to the ASB to increase efficiency and reliability or be
sent to Sludge Lagoon #4 for dewatering and disposal. This capability would give New-Indy
WWTP operators the ability to manage and have a measure of control over the WWTP process.
They could, when appropriate, decide to increase or decrease the concentration of active and
beneficial microbes in the ASB for which they have no such control now. This will guarantee a
much cleaner effluent going to the Catawba River, provide much improved operational stability,
and virtually eliminate the production of odors from various Holding Lagoons once they are all
properly dredged, cleaned, and lined to current standards. New-Indy reports that it is adding
oxidizing chemicals to neutralize odors as a temporary measure. However, the Corrective Action
Plan does not indicate any other plans to improve performance.

f. Post-Aeration Basin. New-Indy has emphasized the importance of this basin for removing odor.
Therefore, there should be a second, identical basin with similar equipment. Further, each basin
should be equipped with a sulfide monitoring system that controls both the aerators and
chemical feed pumps to add oxygen and sulfide-destroying oxidant as necessary. As a temporary
measure, New-Indy has covered the basin with a tarpaulin and is scrubbing the off-gas in an
attempt to remove at least some of the malodorous TRS. However, the Corrective Action Plan
does not indicate any intent to provide any spare capacity or install a sulfide monitoring system.

g. Sludge Lagoon #4. It is not clear from the documents reviewed at this time whether this lagoon
is leaking. This is especially critical with the presence of dioxin, furans, and other toxic chemicals
likely present in the sludge. Sampling has shown toxic contamination as low as 80-ft deep in this
37-ft deep lagoon. There are liners visible in some zones, but their coverage and integrity
apparently have not been determined. The entire lagoon should be assessed and made leak-
proof. The river should be protected with a groundwater barrier such as a leachate pump-and-
treat system if it is not already. New-Indy previously advised DHEC that it would increase the
sludge removal rate and cap the sludge lagoon. However, New-Indy recently stated its intent to
continue to use the lagoon until it is at full capacity.

h. Reduce Load to Match Treatment Capability. As noted above, New-Indy should not be allowed
to continue to run the mill above the capacity of its WWTP to adequately treat the quantity of
wastewater produced and without releasing malodorous and toxic levels of TRS and other
pollutants to the surrounding communities. Wastewater volume and quality is directly related to
production rates. Until New-Indy can implement the improvements described above, it should
reduce pulp production to limit TRS emissions and achieve a higher quality effluent. New-indy’s
Corrective Action Plan makes no mention of this obvious method to immediately reduce odors
in the community.

Please let me know if you have any questions concerning the above.

Kenneth L. Norcross
President, Wastewater Experts
Attachment
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APPENDIX: Analysis of New-Indy’s Permit to Shut Down the Steam Stripper
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Analysis of the New-Indy WWTP in 2021 vs. the Assumptions Inherent in NCASI’'s Simulated Aerated
Stabilization Basin Model {Version 4.2) Used to Justify DHEC’s Permit # TV- 2440-0005-DF

In 2019, shortly after purchasing the Pulp and Paper Mill on the Catawba River in South Carolina, New-Indy
applied for a permit to convert mill operation from the traditional white paper to brown linerboard. As part of
that process, New-Indy decided to halt operation of the Foul Condensate Stripper that treats and removes much
of the malodorous and toxic reduced sulfur compounds (TRS) typical of such mill wastewater before it is
discharged. Instead, the foul condensate was piped directly to the inlet zone of the Aerated Stabilization Basin
(ASB) for attempted biodegradation that was not possible due to the poor condition of the ASB.

This modification in operating procedures was approved by DHEC based on the modelling completed by one of
New-Indy’s consultants using the NCASI (National Council for Air and Stream Improvement) Simulated Aerated
Stabilization Basin Model (Version 4.2) with data from the ASB operation in 2015. We do not have a copy of that
particular model run because it was redacted in the New-Indy permit applications but there are a number of
assumptions built in to any such model. It was noted in their application that New-Indy expected to reduce the
flow and organic load of wastewater by about 50%. However, data indicate that this did not occur. The mill
officially started operation with the new process on February 1, 2021. New-Indy’s Corrective Action Plan
explains what went wrong, as shown below. The conditions of operation New-Indy gave the Consultant to base
the NCASI model results upon were utterly corrupted by unplanned errors and failures of operation in the Mill
and the Wastewater Treatment Plant (WWTP). Some of these failures were obvious in May 2020 - when New-
Indy applied to DHEC to shut down the steam stripper - based on the out of service aerators and foam in the ASB
visible on satellite imagery available from that time period.

From p. 7-5 of the CAP Revision #2) (emphasis added for clarity)
“The increase of foul condensate loading to the ASB through the hard pipe option under the Title V
permit and MACT Subpart S appears to have increased the load of both BODs and sulfur compounds.
The loading of the anticipated foul condensate and anticipated wastewater from the converted,
unbleached manufacturing operations into the ASB was modeled in 2019 utilizing NCASI’s Simulated
Aerated Stabilization Basin Model {Version 4.2). The ASB parameters in the model were established
using the 2015 solids survey results based on the facility’s assumption that additional sludge
accumulation since 2015 was approximately equal to the amount of sludge that was removed as part of
maintenance dredging since that time. The 2019 modeling indicated that the ASB could sufficiently treat
the foul condensate and enable the wastewater treatment system and comply with current (and
anticipated) NPDES permit requirements. After the conversion and restarting of the mill, however, the
thick layer of fiber formed on the basin reducing the aeration capacity of the basin. This reduced
aeration capacity and sludge accumulation that has reduced mixing and disruption of the flow path
through the basin have hindered the basin’s ability to perform as modeled. The two main operational
issues in the ASB that pose the potential of causing or contributing to elevated levels of hydrogen sulfide
have been the formation of the floating fiber layer and the accumulation of settled solids.

From New-Indy’s Corrective Action Plan, Rev. 2, p2-1:
“New-Indy was issued Construction Permit #2440-0005-DF on July 23, 2019, in accordance with state
and federal air quality regulations and standards, to allow the mill to modify its processes to convert
from bleached paper production to brown paper production. The construction permit was revised on
May 13, 2020, to allow the mill to hard pipe its condensates to the wastewater treatment plant. 40 CFR
63, Subpart S, allows this hard piping as a compliance option. New-Indy began start-up operations at the
mill as an integrated pulp and paper facility manufacturing brown paper on February 1, 2021.”

From the same document, p 3-10:
“The foul condensate treatment system was modified to use the hard piping option to biologically treat
the foul condensate in the ASB. This modification was approved by DHEC with permit TV- 2440-0005-DF.
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The hard pipe has no emissions points. The mill is not required by regulation to analyze the foul
condensate that is hard piped to the ASB for temperature, pH, or other parameters. Likewise, the mill
has not analyzed the foul condensate to determine its consistency or concentration of constituents
other than methanol and TRS compounds.”

Again, from p. 7-3, New-Indy’s explanation of the predominant cause and source of the toxic releases of reduced

sulfur compounds (emphasis added for clarity):
“An aerobic biological treatment system utilizes aeration and bacterial metabolism to convert
biodegradable compounds (BOD) in the wastewater into additional bacteria, water, and carbon dioxide,
an odorless gas. In the absence of sufficient dissolved oxygen, the bacterial population will shift to a
sulfate reducing scenario, where sulfate replaces oxygen as the terminal electron acceptor, with
resultant Hz2S formation.”
“The predominant issues that have hindered aeration and mixing in the ASB have been the formation of
the floating layer of fiber and the accumulation of settled solids. Excess fiber loading into the ASB
combined with production liquor losses has led to the formation of a thick, floating layer of fiber and
covering areas of the early aerated zone. The fiber and liquors losses arose during mill conversion and
recommissioning. The floating solids layer contributed to the breakdown of multiple aerators in the
front end of the system. This loss of aeration capacity led to a reduction in biological treatment capacity
and resulted in reduced aerobic or anaerobic conditions. Sulfate reducing bacteria when present under
anaerobic conditions metabolize BOD by utilizing sulfate as a terminal electron acceptor when there is
no dissolved oxygen present, thus producing H2S as a byproduct. The floating solids also represent
biodegradable material that dissolve over time, adding additional oxygen demand to the system. The
accumulated solids in the ASB have reduced the hydraulic residence time in the basin for treatment and
impacted the flow path through the basin. Solids accumulation occurs from solids loading in the influent
as well as settling of biomass generated as part of normal biological treatment. The influent loading
comes from solids that may not have been removed during the primary clarification process or primary
solids that have become re-entrained in wastewater due to the primary clarifier underflow in the EQ
basin. The reduced treatment efficiency and less aerated conditions caused by the floating fiber layer
and accumulated solids and H2S production appears to have contributed to elevated concentrations of
H2S in the effluent from the ASB to No. 1 holding pond. No. 1 holding pond retains wastewater prior to
undergoing post-treatment aeration in the post-aeration basin. In the post-aeration basin, large surface
aerator/mixers aerate the wastewater in a rectangular, concrete basin. This aeration has the potential of
releasing hydrogen sulfide that may be in the wastewater. Additionally, the reduced retention time,
inoperable aerators, and biodegradable solids {floating sludge) all may have contributed to higher-than-
normal soluble BOD levels in the water leaving the ASB and entering the No. 1 holding pond. While the
BOD levels of this water met the requirement for discharge to the receiving stream, the additional BOD
served as an oxygen demand in the unaerated No. 1 holding pond, which appears to have resulted in
additional sulfate reduction and H2S formation.”

The only logical reason for New-Indy to have idled the Steam Stripper was to save money. Excessive releases of
malodorous and toxic sulfide air pollutants from the New-Indy WWTP were predictable, and a significant portion
of those releases appear to have been the result of this decision to idle the Stripper. The H2S and TRS emissions
from the ASB have continued long after New-Indy put the Steam Stripper back into operation because: 1) the
existing steam stripper has insufficient capacity to treat all of the foul condensate before hundreds of thousands
of galions per day is dumped into the ASB, and 2) the massive overloading of the ASB with sludge, foam, and
organic pollutants (BOD) left large portions of that basin in an anaerobic, low-ORP, sulfide-generating state.
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The standard kinetic model used in the industry for prediction of noxious sulfide gas releases from the ASB is
published by the National Council for Air and Stream Improvement (NCASI). In their notes on the model
(Technical Bulletin No. 1000), NCASI states the following:

1. The model makes relatively accurate predictions as long as the aerated stabilization basin (ASB)
operates at similar conditions to the installations used to develop and calibrate this model.

2. The model is based upon basin properties such as pH {acidity). Dissolved Oxygen concentration, and
aerator configuration.

3. Asensitivity analysis performed on the model inputs {used to identify which of the ASB operating
parameters most affect the release of sulfide gases) indicated that wastewater pH and oxidation-
reduction potential {ORP) are critical to model performance, have the greatest effect, by far, on
sulfide generation, and thus should be characterized as accurately as possible.

It is pertinent to consider NCASI’s advice on the model and compare the model’s requirements to the actual
conditions under which the New-Indy WWTP operated for much of 2021 to see if the actual conditions Pass or
Fail the requirements:

1. The Model requires ASB operation to be in a suitable range for pH, Dissolved Oxygen, and aerator

confiquration, similar to the actual installations upon which the model is based:
a. pH: PASSED - The operating pH range of the ASB was within the model’s range.

b. DO: FAILED - The Dissolved Oxygen concentration was critically lower than required by the
model.

c. Aerator Configuration: FAILED - New-indy’s ASB completely failed this requirement due to a
massive overloading of the ASB with pulp solids and inert material which caused the loss of 25%
to 46% of the critical ASB aeration capacity as well as a large fraction of the useable volume in
the ASB.

2. Oxidation-Reduction Potential (ORP): FAILED — Apart from pH, this is the defining, critical, operating
parameter for an ASB because it determines which way the chemical reactions will go. If ORP is in the
desired range, as for the plants used to calibrate this model {ORP above 50} then the ASB will not
generate sulfide gases. If ORP is too low (below -50), then the ASB will generate noxious sulfide gases.
This is shown in the chart below from the Water Environment Federation (WEF):

Biochemical activity Approximate ORP
range”
Carbon oxidation {carbonaceocus +50 to +200

biochemical oxyger demand stabilization)

Folyphosphate accumization +50 t0 +280
Nitrification +150 to +350
Benitrification ~B0 0 +50
Polyphosphate refease ~40 to ~175
Acid formation —40 10 =200
Sulfide formation ~50 o ~250
Methane formation —~200 10 -400

The WWTP completely failed this critical requirement as shown in the table below, with ORP values
ranging down to -169 — well into the sulfide generation range. And the ORP value would have been even
lower in much of the ASB due to the unprecedented accumulation of sludge and wasted pulp solids. In
these vast deposits, it is reasonable to assume the ORP was deeply negative — well under -200.
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The table below shows a summary comparison of operating parameters required by the model, and the actual
operating conditions in the ASB. Note that precise “Actual” values used by New-Indy’s consultants in their
predictive modelling are unknown to us, as are some of the actual WWTP operating parameters, due to the
redacted appendix in the construction applications. However, some of the “Actual” values shown below are
based upon ASB measurements from May 2021 by a New-Indy consultant.)

Critical Operating
Parameters for the New-

Model
Assumed Value
{Assumed and

Actual WWTP
Operating Value
(Estimated,

Actual vs. Modelled

Impact on Estimated
Performance of
Aerated Stabilization

indy WWTP Approximate) February - May Basin (ASB)
2021)
Aeration Capacity, # of 49 to 52 28 to 38 54% to 75% Too little aeration
75-HP Aerators generates sulfides,
Operating in ASB and produces poor
effluent to river
Aeration Characteristics | 3.0 lb O2/HP-hr 2.0 b O2/HP-hr 33% less Less Oxyger}
enhances sulfide
emissions
pH 6.41t0 8.8 7t0 10 Over 10 times Should have reduced
greater at the inlet sulfide emissions
near the inlet
Total ASB Volume 150 MG 55 MG 37% Less time to treat
waste
Density of Liquid, Ib/ft? 62 >62 Too dense for some Over 40% of critical
Aerators to Pump | Aerators broke down
as a result
RedOx Potential, ORP 50 to 100 -200 to -30 Anaerobic/Anoxic Actual condition
vs Aerobic favors formation
Operation and release of TRS
compounds
Dissolved Oxygen 0.1t0 0.5 mg/l | 0 mg/lin the front Much Too Low Low DO causes Odors
Concentration in the front end; 0.2 to 0.65 in and poor effluent to
end,1.5t02 the rest of the ASB River. Not
mg/l in the rest anticipated.
inlet Sulfide 0.1 mg/l >2 mg/fl ~20 times greater | Malodorous release
Concentration of Hydrogen Sulfide
inlet Organic Waste Load 50% of Appears to be Exacerbates low-ORP

historical value close to historical Greater release of sulfides
value
Wastewater Flow Rate 13 million 26 million gallons 200% Half the time to treat

gallons per day

per day

the waste load

As noted above and in the NCASI documentation, healthy and adequate aeration and mixing is a critical
component of a well-operated ASB that prevents the release of sulfide emissions: without adequate aeration
there will be low ORP in the wastewater and much greater formation and release of sulfides. New-indy filed for
the permit to decommission the steam stripper in May 2020 based on a NCASI sulfide emission model run with
data from 2015. However, it appears from the aerial photos below that the operation in the ASB October 2014
was superior to that in both March 2019 and May 2020:
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1. In October 2014 the ASB was operating with 48 critical aerators, and there were still 48 aerators
operating in March 2019. However, on April 28, 2020, two weeks before the permit change application
was filed, there were only 38 aerators in operation, as the picture below shows. There were apparently
26% more aerators in operation in the 2015 and 2019 time periods New-Indy based their emissions
model on. Since aeration determines mixing and oxygenation and that in turn determines the operating
ORP in the wastewater, and ORP has the greatest effect on sulfide formation and release — more
aerators usually mean less sulfide emitted.

2. The superior operation in late 2014 is further indicated by the color of the ASB — note that it was a light
brown color — this is a common indicator of healthy biological operation. However, the March 2019 and
April 28, 2020, pictures show the color of the ASB was black — this is a classic sign of insufficient oxygen
(likely caused by 26% fewer aerators in 2020), poor operation, and/or excessive, old foam. It should be
noted that pulp mill wastewater often runs a dark color, but these pictures indicate degraded operating
conditions in the ASB in 2019 and 2020 by comparison.

3. The pictures show that in late 2014 there was foam in the influent end (the northeast section of the
ASB) where the white aeration patterns are small round spots. However, the rest of the basin had little
foam and the aeration patterns were full and wide as indicated by the large white “splash flowers”
around each aerator. But in the March 2019 the foam was excessive — drowning the aerators. And in the
April 28, 2020, picture the dark foam suppresses the aerator splash throughout most of the basin. This
excessive foam causes reduced aeration efficiency since the necessary exchange of air is inhibited by the
foam, and it is not seen in ASB photos available to us until after New-Indy bought the site.

| April 28, 2020

ASB operation in 2021 has, as shown in the above comparison chart, seen every relevant ASB operating
parameter outside of the acceptable range required by the model except for the pH. Only the alkaline character
of the wastewater — the elevated pH in parts of the ASB - would have the effect of suppressing sulfide emissions.
The consistent measurements of sulfide compounds around the ASB are proof that the sulfide suppression
effect of the pH was not nearly enough to overcome the very low ORP values that generate sulfide emissions. it
is clear from this comparison that the NCASI model was not validly applied to predict the increased emission of
reduced sulfides from New-Indy’s WWTP.
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1. EXECUTIVE SUMMARY

New-Indy Catawba LLC (New-Indy) submits this Corrective Action Plan report in response to
paragraphs 3, 6 and 7 of the Order issued by the South Carolina Department of Health and
Environmental Control (SCDHEC or DHEC) on May 7, 2021. By way of background, until late
2020, New-Indy and its predecessor owners of the mill in Catawba, South Carolina produced
bleached paper at the facility. Given the substantial decrease in demand for such paper, the mill
was becoming more economically unviable each day. Thus, New-Indy made the decision to
convert from producing bleached white paper to unbleached containerboard at the mill.
Commencing in spring 2020, the mill replaced the outdated bleached paper-making equipment
with state-of-the-art equipment to make lightweight ultra-high strength containerboard and
retrained its union workforce to operate and maintain this very sophisticated facility. While the
mill began salable production on February 1, 2021, it is still working toward steady-state
operations. In late January and February, New-Indy and SCDHEC began receiving complaints

from local citizens regarding odors.

At that point, the mill began a concerted effort to identify potential sources of odors and to
investigate those potential sources. The mill evaluated its seven (7) major operations and process
areas: the woodyard, kraft pulp mill, paper machine, chemical recovery process, utilities, waste
treatment, and miscellaneous sources. New-Indy evaluated the seven processes with a series of
twelve (12) environmental consultants, including personnel from TRC Companies, Inc. (TRC),
ALL4 LLC (ALL4), Weston Solutions, Inc. (Weston), National Council for Air and Stream
Improvement (NCASI), Environmental Business Specialists, LLC (EBS), LDX Solutions (LDX),
Environmental 360 Solutions, Inc. (E360), Trinity Consultants, Inc. (Trinity), Valmet and Rolf
Ryham, SFC Contract Services, Saiia Construction Company and Hazardous Substance & Waste
Management Research, Inc. (HSWMR). That evaluation included leak detection and repair
(LDAR) evaluation, an ambient air screening evaluation and the installation of ambient air
monitors, in addition to a focused evaluation of the wastewater treatment system. Based on the
evaluation, the mill and its professionals concluded the wastewater treatment system was the most

likely source of reported odors at the mill.

I-1
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The mill has conducted numerous evaluations and process enhancements at the mill to address the
odor issues. As noted above, the mill has engaged at least twelve environmental consulting firms
to assist in the process, including three environmental air consultants, three wastewater
consultants, two engineering firms and a toxicologist. Activities that the mill has undertaken to
identify and address odors include the following: installing continuous ambient air monitors on
the mill property and offsite; completing the screening analysis of hydrogen sulfide (H»S)
emissions at the mill; restarting the steam stripper; removing the layer of fiber from the surface of
the ASB; injecting calcium nitrate and peroxide into the wastewater stream; and repairing existing
aerators and installing two new aerators. Certain of those activities are ongoing and have been
incorporated into the corrective action plan set forth herein. In addition to the ongoing activities,
certain activities are planned that will round out the corrective action plan. Those ongoing and
upcoming activities set forth in this corrective action plan include the following: feeding hydrogen
peroxide, liquid oxygen, and ferric chloride into the wastewater stream; increasing the treatment
capacity of the stripper; continuing repair of aerators; weekly advanced chemical and
microbiological analysis to evaluate biomass health; and continuous ambient air monitoring onsite
and offsite. New-Indy will obtain any required permit or agency approval prior to implementing
any corrective actions, and a status update for each corrective action will be included in New-

Indy’s weekly update to DHEC.

1-2

ED_014050_00000011-00097



2. BACKGROUND

New-Indy Catawba, LLC, (New-Indy) operates a kraft pulp and paper mill located at 5300 Cureton
Ferry Rd, Catawba, SC, in York County (mill). The mill operates under Title V Operating Permit
#2440-0005 that was issued by the South Carolina Department of Health and Environmental
Control (DHEC) on May 7, 2019, became effective on July 1, 2019, and expires on June 30, 2024.
New-Indy was issued Construction Permit #2440-0005-DF on July 23, 2019, in accordance with
state and federal air quality regulations and standards, to allow the mill to modify its processes to
convert from bleached paper production to brown paper production. The construction permit was
revised on May 13,2020, to allow the mill to hard pipe its condensates to the wastewater treatment
plant. 40 CFR 63, Subpart S, allows this hard piping as a compliance option. New-Indy began
start-up operations at the mill as an integrated pulp and paper facility manufacturing brown paper

on February 1, 2021.

The Maximum Achievable Control Technology (MACT) standard allows hard piping of all the
condensates to wastewater treatment plants as a compliance option. New-Indy projected in its
construction permit application that the mill modifications and other operational changes could
result in an increase in hydrogen sulfide emissions from the mill. The projected increase in
hydrogen sulfide emissions was below the “significant net increase” threshold as outlined in S.C.
Regulation 61-62.5, Standard 7, and therefore DHEC issued a minor construction air permit for

the change on July 23, 2019.

As stated in DHEC’s May 7, 2021 order, after the agency began receiving complaints in February
2021 regarding odor in York and Lancaster counties, described as rotten egg and chemical odors,
DHEC began an investigation to determine the source of the odors. DHEC staftf have also reported
observing strong, offsite, odors in the vicinity of the mill and several miles away from the mill that
are characteristic of hydrogen sulfide emissions from kraft pulp and paper facilities. On February

22,23 and 24, 2021, DHEC conducted air, wastewater and landfill inspections at the mill.

On April 7, 2021, DHEC notified New-Indy that based on the results of DHEC’s investigation into
the odor complaints, it appeared to DHEC that New-Indy may be a contributor to the reported

odors in the York and Lancaster area. DHEC requested that New-Indy evaluate its operations and
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identify and take corrective actions on any potential sources that could be contributing to the odors

then being investigated in York and Lancaster counties.

On April 24-27, the US Environmental Protection Agency (EPA) conducted geospatial monitoring
of hydrogen sulfide near the mill to identify sources of the odor in the nearby vicinity. EPA
monitoring data detected hydrogen sulfide onsite and offsite. DHEC maintains that this validates

the determination that the mill is a source of air contaminants at undesirable levels.

DHEC issued a Corrective Order to New-Indy on May 7, 2021, to correct what DHEC described
as undesirable levels of air contaminants. On May 13, 2021, New-Indy received a Clean Air Act
Section 303 Emergency Order from EPA. New-Indy submitted this Corrective Action Report to
DHEC on June 15, 2021. DHEC provided comments to New-Indy on June 20, 2021. New-Indy
has addressed each comment in this revision. DHEC completed its quarterly inspection of the

landfill on June 18, 2021 without identifying any findings or deficiencies.

ED_014050_00000011-00099



3. OPERATIONS AND PROCESS DESCRIPTION
3.1  SITE HISTORY

New-Indy operates an integrated pulp and paper mill located in Catawba, South Carolina. The
original pulp mill was constructed in 1959, which included a woodyard area for the processing of
raw material, a kraft mill to chemically process wood chips into pulp, a pulp dryer, a chemical
recovery area to recycle process chemicals, a utilities area to generate steam and electricity, a waste

treatment area, and other operations.

In 1962, a paper machine (No. 1 paper machine) and a groundwood pulping process were added
to the facility to facilitate the production of paper. An additional paper machine (No. 3 paper
machine) was installed in 1968, as well as the expansion of the groundwood pulping process. A
thermo-mechanical pulping (TMP) process was added to the facility in 1978. Eight years later
(1986), the groundwood and thermo-mechanical pulping processes were eliminated, while a new
paper machine (No. 2 paper machine) was installed to increase the production of paper. Also in

1986, a new thermo-mechanical pulping process was added to replace the original TMP process.

In 2003, the original kraft pulping system and bleach plant were replaced with a state-of-the-art
kraft fiber line and bleaching system. In addition, No. 3 paper machine was converted from
newsprint to coated paper production, and TMP was also re-configured to support only coated
paper production. In 2011, the kraft pulping system and bleaching system were modified to

increase production, while using the same amount of wood furnish and cooking chemicals.

In 2020, the Catawba Mill was converted from manufacturing bleached pulp suitable for
manufacturing bleached lightweight coated paper and market pulp to unbleached pulp suitable for
manufacturing linerboard and other unbleached pulp and paper products. The conversion resulted
in retirement of the bleaching system, the TMP plant, No. 1 paper machine and several other
operations. Although not currently running, the No. 2 paper machine remains permitted and is in

standby for potential future use as markets allow.

3-1

ED_014050_00000011-00100



3.2 OVERALL PROCESS DESCRIPTION

The Catawba Mill is comprised of seven (7) distinct process areas, which include the following:
the woodyard area, the kraft pulp mill area, the paper mill area, the chemical recovery area, the
utilities area, the waste treatment area, and a miscellaneous area. A process flow diagram for these

process areas has been included as Figure 3-1. An overall description of the process areas is below.

Southern pine logs and chips are received by the Catawba Mill at the woodyard. Logs are
debarked, chipped, and the chips are screened prior to storage for use within the pulping processes.
Likewise, wood chips received at the mill are screened, and processed as needed, prior to use

within the pulping processes.

The kraft (sulfate) process area is used to produce pulp. Pulp from the kraft process is produced

from “cooking” wood chips in a caustic solution at an elevated temperature and pressure.

Linerboard (the outside layer in a corrugated container) is produced in the paper mill area on one

state-of-the-art paper machine. Unbleached market pulp is produced on one pulp dryer.

The recovery furnaces (chemical recovery area), which are auxiliary to the kraft process, burn the
organics extracted from the chips and recover cooking chemicals. The causticizing area utilizes
the chemicals recovered by the recovery furnaces, and after adding lime, provides the cooking

chemicals for the kraft process.

Steam and electricity are produced for facility-wide use by two combination boilers. The recovery

furnaces also generate steam.

A waste treatment area receives wastewater and mill waste (solid waste) from the various
previously mentioned areas of the facility. Wastewater undergoes biological treatment to remove
the dissolved organic wastes prior to discharge into the receiving stream. Mill solid waste is

deposited within an on-site landfill for disposal.

The miscellaneous areas include all operations that are not captured in one of the aforementioned

process operating areas, including the facility roads and the pulp storage tanks.
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3.3 WOODYARD

Pulp and paper production operations require fibrous vegetative material, or furnish, as a raw
material. The Catawba Mill receives virgin fibers in the form of southern pine logs (roundwood
furnish) or chips via trucks or railcar. Southern pine materials are off-loaded and stored for

processing.

To produce a homogeneous pulping feedstock, roundwood furnish (logs) are transported to the
debarking drums for processing. The resulting debarked logs are then cut into chips of equal size
through the use of chipper machines. As the wood chips exit the chipper, the material is screened
for size using a series of vibrating screens. Oversized chips are isolated and reprocessed to
generate acceptably resized chips. Undersized chips, along with the debarking waste, are

conveyed to the utilities area for use as a fuel within the facility’s boilers.

Raw materials, received in chip form, are screened and processed as noted above. Once the chips,
either in-house produced or purchased, are screened, the accepted chips are stored in silos for use

by the kraft pulp mill.

The woodyard area was part of the original mill construction in 1959. In 1985, half of the original
process equipment was replaced with new equipment. The other half of the woodyard equipment
was replaced in 1991. As a result of these changes, the log slashing operation constructed in 1959

was eliminated.

No modifications were required to the woodyard to support manufacturing unbleached pulp. The

woodyard operation does not require the use of emission control devices.
3.4 FIBER LINE

The fiber line utilizes “state-of-the-art” technology for production, process control, environmental
control, and energy conservation. Cooking of chips is accomplished in one continuous Kamyr
digester. The digester utilizes steam heat and white liquor (a caustic solution) to cook the wood
chips into pulp. The outgoing pulp goes to a blow tank for storage at near atmospheric pressure
conditions. The pulp is then washed to remove the spent cooking chemicals and dissolved organics

(including lignin, the “glue” in wood) extracted from the chips. The washed pulp (called “brown
3-3

ED_014050_00000011-00102



stock”) undergoes additional processing to separate fiber bundles. The brown stock is adjusted for

percent solids and stored in high-density storage chests prior to use in the paper mill.

In late 2020, the fiber line was converted from producing virgin fiber suitable for brightening
(bleaching) used to manufacture lightweight coated paper to producing virgin fiber suitable for
manufacturing unbleached linerboard. The conversion increased the virgin pulp yield by tripling
the Kappa number from less than 30 for bleached pulp to over 90 for unbleached pulp. The Kappa
number indicates the “harshness” of the cook: lower Kappa resulting from a harsher cook than
higher Kappa. The higher Kappa number (less harsh cooking conditions) dissolves fewer organics
from the wood, thereby producing more tons of virgin pulp using the same amount of wood with

fewer cooking chemicals.

The oxygen delignification system, bleaching system and chlorine dioxide plant were shut down
and retired from service in September 2020 to facilitate the conversion to unbleached paper grades.
During the conversion, the washers in the retired oxygen delignification system and bleaching
system were repurposed to serve as two parallel three-stage brown stock washers. New refiners

and screw presses were also installed to facilitate processing the higher Kappa pulp.

Process vapors from the continuous digester, washers, refiners and other sources in the fiber line
are collected and routed to the non-condensable gases (NCG) collection system and then routed to
the combination boilers for destruction of total reduced sulfur (TRS) compounds and hazardous
air pollutants (HAPs). The fiber line NCG collection system was modified to collect process

vapors from the new refiners and screw presses and the repurposed brown stock washers.

3.5 PAPERMILL
3.5.1 Paper Machines

The No. 3 paper machine utilizes stock (pulp) prepared in the fiber line. Screens, cleaners, and
refiners precede the paper machine to develop a uniform stock inventory. The stock is fed to a
headbox that evenly distributes the diluted stock across the width of the paper machine. After the
headbox, a sheet forms as water is drained via the forming fabric, located on the wet end of the

paper machine. After the free-standing water is removed, the sheet proceeds through presses which
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remove entrained water. The sheet then enters the dryer sections, which consist of a series of
steam heated rotating cylinders, causing the sheet to “snake” around from one dryer to the other.
The sheet exits the dryers and is wound onto a jumbo roll which is later cut down to smaller rolls

on the winder. The finished rolls are then prepared for shipping.

The No. 3 paper machine was extensively modified to convert from manufacturing coated paper
to linerboard. The coating equipment installed in 2003 was removed and the remaining systems
were either replaced or upgraded to support linerboard production. The No. 3 paper machine

operation does not require emission control devices.

The No. 2 paper machine was not modified and is not operating but remains available should a
market develop for its production capabilities. The No. 2 paper machine operation does not require

emission control devices.

3.5.2 Pulp Dryer

The pulp dryer utilizes stock prepared in the fiber line. Screens precede the pulp dryer to allow
for a uniform stock inventory. The pulp dryer is a cylinder machine in which the stock is fed to a
“vat” headbox. After the headbox, a sheet forms as water is drained via the vacuum drum located
on the wet end of the pulp dryer. After the free-standing water is removed, the sheet proceeds
through presses which remove entrained water. The sheet then enters the dryer sections where a
Flakt air flotation system is utilized. The pulp dryer has a steam heated booster oven which allows
for additional drying, thus ensuring the final product meets customer specifications for percent

moisture. The sheet exits the dryers and is cut into sheets and packaged for shipping.

The pulp dryer stock screening system was put into service by modifying the stock supply system
from the No. 1 paper machine (which was retired) to support manufacturing unbleached market

pulp. The pulp dryer operation does not require emission control devices.
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3.6 CHEMICAL RECOVERY
3.6.1 Evaporator System

The three evaporator sets receive dilute (weak) spent cooking liquor and dissolved organics,
otherwise known as black liquor, from the fiber line. The evaporator sets, which are multiple shell
and tube heat exchangers, utilize steam to evaporate water and thicken the weak black liquor. This
thickened black liquor undergoes additional concentrating in the concentrators until enough water
has been removed from the black liquor so it can sustain its own combustion process in the
recovery furnaces. This concentrated black liquor is then injected into the two recovery furnaces

where the dissolved organics are burned, chemicals are recovered, and steam is produced.

The black liquor soap is comprised of dissolved organic solids. The soap is skimmed and separated
in soap separating tanks. As the soap separates and accumulates in the tanks, it is loaded into
railcars for shipment to offsite byproduct customers. Because the black liquor soap is comprised
of dissolved organic solids, it does not contribute to the current suspended solids issue at the

wastewater treatment plant.

Emissions from the processing of black liquor through the evaporator sets are collected and treated
in the low volume high concentration (LVHC) NCG system. The LVHC NCG System collects
vapors from the evaporator hotwells and turpentine system vents, while emissions from the weak
black liquor tanks are collected in the high volume low concentration (HVLC) system for
destruction in one of the Combination Boilers. The LVHC NCG system is equipped with an in-
line caustic scrubber to capture non-condensable sulfur compound vapors from the gas stream
prior to incineration in either the No. 1 or No. 2 Combination Boiler. The caustic solutions from
the smelt dissolving tank scrubber and LVHC in-line scrubber are recycled for the processing of

wood chips.

The No. 1 evaporator set was modified to increase the evaporation rate to account for the reduction
in the solids content of the weak black liquor from the repurposed washers following the
conversion to unbleached pulp. No modifications were required to the No. 2 and No. 3 evaporator
sets to support manufacturing unbleached pulp. No modifications were required for the LVHC
NCG system to support manufacturing unbleached pulp.
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3.6.2 Recovery Furnaces

The No. 2 and No. 3 recovery furnaces combust black liquor from the evaporator sets to remove
dissolved organic compounds, recover the sodium and sulfur compounds used in the cooking
liquor, and generate steam to operate the kraft pulp mill. The recovery furnaces also have the
potential to burn No. 6 fuel oil and natural gas. Each recovery furnace is equipped with an electro-
static precipitator (ESP) to collect and recover the dried sodium and sulfur compounds and control

particulate matter emissions.

No modifications were required to the recovery furnaces to support manufacturing unbleached
pulp. No modifications were required for the ESPs serving the No. 2 and No. 3 recovery furnaces

to support manufacturing unbleached pulp.

3.6.3 Smelt Dissolving Tanks

Molten sodium and sulfur compounds are collected from the recovery furnace as smelt from the
combustion of the black liquor. The resulting smelt is then transported from the recovery furnaces
into the two smelt dissolving tanks where the smelt is dissolved with recycled weak cooking
chemicals to generate green liquor. This green liquor is then pumped to the Causticizing Area for

further processing and re-use in the kraft process.

Smelt dissolving tanks No. 2 and No. 3 are equipped with a caustic scrubber to recycle non-
condensable sulfur compounds and prevent these sources from being an odor source. Vapors from
the weak black liquor tanks are collected by the HVLC system for destruction in one of the
Combination Boilers. The caustic solution from the smelt dissolving tank scrubber is collected to

supplement the cooking chemicals used in the fiber line for the processing of wood chips.

No modifications were required to the smelt dissolving tanks to support manufacturing unbleached
pulp. No modifications were required for the caustic scrubber serving the No. 2 and No. 3 smelt

dissolving tanks to support manufacturing unbleached pulp.

3-7

ED_014050_00000011-00106



3.6.4 Precipitator Mix Tanks

The precipitator mix tanks recover the dried sodium and sulfur compounds collected from the
recovery furnaces for reuse within the kraft pulping process. No modifications were required to
the precipitator mix tanks to support manufacturing unbleached pulp. The precipitator mix tanks
vent through the recovery furnaces and no modifications to the venting were required to support

manufacturing unbleached pulp.
3.6.5 Causticizing Area

The Causticizing Area is designed to regenerate the cooking chemicals for the kraft pulping
process. Sodium and sulfur compounds are recovered at the recovery furnaces from the burning
of black liquor and are pumped from the smelt dissolving tanks to the Causticizing Area as “green
liquor.” Hydrated lime is added to the green liquor to form “white liquor” and calcium carbonate
(lime mud). The white liquor, which is a strong caustic/sulfide solution, is used in the fiber line
digester for the cooking of chips. The sodium/sulfide chemicals are contained in a closed loop
within the green, white, and black liquors. The lime slaker is equipped with a wet scrubber to

control dust.

No modifications were required to the causticizing area to support manufacturing unbleached pulp.

No modifications were required for the slaker scrubber to support manufacturing unbleached pulp.
3.6.6 Lime Kiln

The Lime Kiln No. 2 is designed to assist in regenerating the cooking chemicals for the kraft
pulping process. Hydrated lime is added to the green liquor to form “white liquor” and calcium
carbonate (lime mud). The lime mud is separated from the white liquor, thickened, washed, and
then reburned in the Lime Kiln to again form lime for converting recovered green liquor to white
liquor. The calcium chemicals are contained in a closed loop within the lime, hydrated lime, white
liquor, and lime mud constituents. The lime kiln is equipped with an electrostatic precipitator to

control particulate emissions.

No modifications were required to the lime kiln to support manufacturing unbleached pulp. No

modifications were required for the lime kiln ESP to support manufacturing unbleached pulp.
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3.7 UTILITIES

Wood waste, such as bark, sawdust, and undersized chip fractions, is screened at the Woodyard to
assure acceptable quality to burn in the No. 1 and No. 2 Combination Boilers. This wood waste is
conveyed to the Util/Misc. area. Fuel oil is transported to the facility via truck or rail tanker.
Natural gas is supplied by pipeline. Tire derived fuel (TDF) is transported by truck. Each

combination boiler is equipped with an ESP to control particulate emissions.

Steam produced by the boilers goes into a common header and a portion is then throttled into the
extraction turbine generators. These units receive high pressure steam, extract part of the energy,
and discharge steam at lower temperatures and pressures. The lower pressure steam is utilized
throughout the facility for process heating purposes. The condensate is returned to the Util/Misc.

area for reuse.

The combination boilers also incinerate the NCG gases collected from the kraft pulp mill, the
chemical recovery evaporator sets and turpentine recovery system, and the foul condensate steam
stripper to control emissions of TRS compounds and HAPs. Incineration of the NCG gases is
continuously monitored using the flame failure systems on each boiler. The NCG collection
systems are also monitored monthly and annually for leaks following the Catawba Mill Leak
Detection and Repair (LDAR) program. The LDAR inspection reports are included in
Appendix A.

This area is also responsible for providing the high quality, high purity water which is required for
steam production. This is accomplished through the use of flocculation beds, sand filters, and

demineralizers.

No modifications were required to the combination boilers to support manufacturing unbleached
pulp. No modifications were required for the ESPs serving the No. 1 and No. 2 combination

boilers to support manufacturing unbleached pulp.

The fiber line NCG collection system was modified to collect process vapors from the new refiners

and screw presses and the repurposed brown stock washers.
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3.8 WASTE TREATMENT
3.8.1 Condensate Collection and Treatment System

The Catawba Mill utilizes a condensate collection tank to accumulate kraft pulping process foul
condensate prior to treatment. The condensate collection tank acts as a feed tank for the foul
condensate steam stripper and/or the hard pipe to the wastewater treatment system. Materials from
the foul condensate can be removed in the steam stripper and combusted within a combination
boiler or treated biologically in the wastewater system aerated stabilization basin (ASB). “Clean
condensate” from the stripper column is recycled back to the brown stock washers for use as

shower water.

The foul condensate treatment system was modified to use the hard piping option to biologically
treat the foul condensate in the ASB. This modification was approved by DHEC with permit TV-
2440-0005-DF. The hard pipe has no emissions points. The mill is not required by regulation to
analyze the foul condensate that is hard piped to the ASB for temperature, pH, or other parameters.
Likewise, the mill has not analyzed the foul condensate to determine its consistency or

concentration of constituents other than methanol and TRS compounds.

Elevated terpene levels were identified in one foul condensate sample, which is not uncommon in
evaporator systems processing black liquor from a modern digester system. New Indy is evaluating
options to reprocess some of the foul condensate for improved turpentine recovery. The mill has
confirmed that current terpene levels have not increased as a result of the conversion project, and are

in fact lower than historical values.

The foul condensate steam stripper was cleaned, repaired, thoroughly checked for proper process
control functionality, and returned to service in May 2021. The evaluation process also included
a complete Pre-Startup Safety Review, requisite Management of Change documentation, P&ID
drawing validations, interlock validations, instrumentation calibrations, instrument performance
validation, and operator training reviews. No modifications to the stripper-off-gases (SOG) NCG

system were required to support returning the steam stripper to service.
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3.8.2 Wastewater Treatment System

The Wastewater Treatment System is designed to collect all of the wastewaters from the mill,
remove settleable solids, and biologically treat the dissolved organics. Most of the wastewater
collects within the mill sewers. The sewers gravity flow to the primary clarifier. The clarifier
allows solids to settle to the bottom and be removed and clarified water to overflow to either the
equalization (EQ) basin or directly to the aerated stabilization basin (ASB). The solids from the
primary clarifier, otherwise known as “sludge,” are pumped to the EQ basin that allows additional
separation (thickening) of the solids. Decant from the EQ basin flows into the aeration basin along
with clarified wastewater from the clarifier. The condensate hard pipe discharges below the liquid
surface of the ASB to biologically treat contaminants in the foul condensate. The treated
wastewater from the aeration basin flows into holding ponds. From the holding ponds, the treated
wastewater flows by gravity through a post-aeration basin where mechanical aerators increase the

dissolved oxygen content of the wastewater prior to discharge into a receiving stream.

Primary clarifier solids that thicken in the EQ basin are dredged and deposited in the No. 4 sludge
pond.

The original hard pipe was installed in 1999 under construction permit CK to comply with the
condensate treatment requirements under MACT Subpart S (40 CFR 63.446). The hard pipe was
routed into the EQ basin below liquid surface level. In 2000, the original hard pipe was replaced
with the condensate steam stripper as the Subpart S compliance option (construction permit CN),
prior to the April 16, 2001 initial compliance date. The original hard pipe remained in place, but
was not used for demonstrating compliance with Subpart S. Upon decommissioning the stripper
operation as a part of the mill’s conversion to unbleached production, the hard pipe discharge was
relocated to the ASB to comply with the Subpart S requirement that it be routed directly into an
active part of the wastewater treatment plant. The ASB was reconfigured by increasing the
diameter of the hard pipe below the liquid surface near the entrance to the ASB. The wastewater

treatment system does not operate with emission control devices.
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3.8.3 Industrial Landfill

A 15-acre industrial landfill is located west of the paper machines at the mill. Paper, bark, and
other wood product wastes are deposited within the landfill on a daily basis. Fly ash, grits, and
dregs are also approved for disposal in the landfill. While mill refuse is disposed on-site,
commercial and office waste streams are collected and transported off-site for disposal. Fill dirt

is removed from the on-site borrow pits and deposited atop the refuse as daily cover.

No modifications were required to the industrial landfill to support manufacturing unbleached

pulp. The landfill does not operate with emission control devices.
3.9 MISCELLANEOUS SOURCES

The Catawba Mill includes miscellaneous equipment and operations such as facility roads,

emergency generators, storage tanks, facility maintenance activities, and lab activities.

The pumps and piping to the high density (HD) pulp storage tanks were modified to re-direct pulp
from the retired No. 1 paper machine and better support unbleached pulp. The agitators in each
tank were also rebuilt or replaced and the No. 4 HD storage tank was repurposed as a low density

(LD) storage tank.

No modifications were required to the tanks storing black liquor, green liquor, or white liquor.
The spare and weak liquor tanks are vented to the HVLC system for treatment. The pulp tank and

other liquor storage tanks do not operate with emission control devices.
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Simplified Mill Flow Diagram

Figure 3-1
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4. NEW-INDY EVALUATION OF OPERATIONS AND PROCESSES

4.1 NEW-INDY EVALUATION OF OPERATIONS AND PROCESSES TO IDENTIFY
POTENTIAL ODORS CONDUCTED IN CONSULTATION WITH NCASI

Paragraph 3 of DHEC’s May 7, 2021 Order reads:

3. On or before June 1, 2021, complete an evaluation conducted in consultation with
a nationally recognized organization, such as the National Council for Air and
Stream Improvement (NCASI), to fully evaluate the current operations and
processes at the Facility to identify all potential sources that could be contributing
to the odors and elevated levels of H»S on and off Facility property. The evaluation
must include the recent change in operation from making bleached paper to brown
paper, the wastewater treatment plant operations, the recent modifications related
to the steam stripper and the hard piping of the foul condensate tank to the
wastewater treatment plant, any increases in stack emissions, any changes in
operation of pollution control equipment, and any uncontrolled emissions to
determine if these changes are contributing to the odors in the vicinity of the

Facility.
New-Indy submitted an evaluation to DHEC on June 1, 2021. This Section of the CAP describes
in additional detail New-Indy’s efforts in consultation with NCASI to fully evaluate current
operations at the New-Indy mill to identify potential sources that could be contributing to reported
odors and hydrogen sulfide emissions. As explained in Section 3, the Catawba Mill is comprised
of seven distinct process areas, including the woodyard area, the kraft pulp mill area, the paper
mill area, the chemical recovery area, the utilities area, the waste treatment area, and the
miscellaneous area. In consultation with numerous consultants and advisors, including NCASI
personnel, New-Indy conducted an evaluation of each process area to identify potential sources

that could be contributing to reported odors.

New-Indy understands that the majority of odor complaints describe a “rotten egg” odor that
generally is associated with H>S. New-Indy conducted its evaluation of operations and processes
as they might relate to the different types of odors generally associated with integrated kraft

pulping and chemical recovery operation.

New-Indy conducted the odor evaluation, but New-Indy also engaged the assistance of eight (8)
consultant and engineering firms to assist in the evaluation and corrective action planning,

including TRC Consultants (air and wastewater), ALL4, Weston, NCASI personnel, EBS, LDX
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LDX, E360 and Trinity. This evaluation included an intensive LDAR evaluation by E360,
installation of three mobile ambient monitors and meteorological stations by TRC and a screening

analysis by Weston, among many other efforts.
4.2 LDAREVALUATION

Pursuant to the mill’s Title V air permit, the mill is subject to LDAR requirements under Federal
law. Leaks from manufacturing and related equipment, particularly pipes and flanges, can be
potential sources of odors. After receiving the initial round of odor complaints in January and
February of 2021, New-Indy engaged its LDAR consultant, E360, to conduct an intensive LDAR
evaluation at the mill. The LDAR consultant conducted the evaluation of each of the mill’s
identified potential leak points and discovered no deficiencies in the mill’s program or in the

equipment. See Appendix A for E360’s LDAR Evaluation Report.
4.3 SCREENING ANALYSIS

To attempt to identify concentrations and locations of HoS at the mill, New-Indy engaged Weston
to conduct a screening analysis of H>S emissions. Weston conducted ambient air sampling and

drafted a report that is attached hereto as Appendix B.
4.4 AMBIENT AIR MONITORS

After New-Indy conducted its initial screening with Weston, New-Indy determined that it needed
additional data to quantify the impact of potential odor sources at the mill. New-Indy engaged
TRC to install two ambient monitors, one on mill property, but across the road from the mill
entrance at an adjacent baseball field, and one on-site near the ASB. The unit at the baseball field
contained a meteorological station. Later, New-Indy determined that it needed additional
monitoring data, so it installed a third monitoring station to the northeast of the mill near the
Highway 5 bridge and a new meteorological monitoring station on top of the kraft pulp mill
digester structure (250 feet above ground elevation, unencumbered by any nearby building

structures).

The onsite ambient air monitor at Station 1 began collecting data on April 9, 2021, and the monitor

at Station 2 began collecting data on April 10, 2021. The monitor at Station 3 began collecting

4-2

ED_014050_00000011-00114



data on April 27,2021. The monitors at stations 2 and 3 were relocated to meet EPA’s requirement
to obtain fence-line data. The monitor at Station 3 remained in place. Maps of the original and
current locations of those three monitors are attached hereto as Appendix C. Detailed ambient
monitoring data from the three monitors is attached hereto as Appendix D. The data includes
hourly average values for H»S concentration and meteorological data. Initially, New-Indy only had a
meteorological station on monitoring station 1 while the meteorological station instruments were being
secured for installation on Stations 2 and 3. Now each station includes an ambient air monitor and a

meteorological station.

The wind data from the meteorological station on top of the kraft digester structure has not been
included due to the fact that there are individually localized meteorological stations at each of the fence
line monitoring stations, which more accurately reflect the conditions at the monitors. The station on
top of the digester was purchased early in the odor investigation process as a means of obtaining some
site-specific data rather than that from either the Lancaster County or Rock Hill regional airports. The
meteorological data from each monitoring station is more accurate since it is measured at the specific
ambient monitoring station and reflects variable gradients across the mill site within each day.
Therefore, no correlation has been made between the top of the digester and the site-specific
meteorological data at each monitoring station. There is also a significant difference in elevation
between the top of the digester and each fence-line monitoring station, adding to the incompatibility

of the digester station readings to the meteorological stations.

4.5 PROCESS AREA REVIEW

As noted above, New-Indy reviewed its seven process areas to evaluate potential odor issues:

o Woodyard - Odors typically associated with the woodyard are “pine” or “wood” type
odors, similar to logging and wood milling operations. These are not the types of odors about
which complaints are being made. New-Indy, in consultation with its consulting professionals,

concluded that the woodyard was not a likely source of the subject odors.

® Kraft pulp mill - A kraft pulping process can produce odors similar to “rotten eggs.”
However, the chemicals that create these odors are treated in air emission control equipment. The

mill is in full compliance with its air permit conditions, including LDAR. New-Indy, in
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consultation with its consulting professionals, concluded that the kraft pulping process likely was

not the source of the subject odors.

° Paper mill - A paper machine process can affect the wastewater treatment plant’s operation,
but typically only as a result of the impact of sewered waste losses on the wastewater treatment
plant system. The dilution water (white water) from the paper machine overflows into the sewer
to the wastewater treatment plant. Upset operating conditions in the pulp mill can cause organic
and chemical carryover to the paper machine operations which will get drained out of the pulp on
the machine and into the process sewer. Operational upsets in the paper machine operation can
also result in pulp fiber being released to the process sewer. Both of these upset scenarios can
have an impact on the wastewater treatment plant efficiencies. New-Indy, in consultation with its
consulting professionals, concluded that the paper machine process itself likely was not the source

of the subject odors.

® Chemical Recovery - The Chemical Recovery processes can emit odors similar to “rotten
eggs.” However, the chemicals that create these odors are treated in air emission control
equipment. The mill is in full compliance with its air permit conditions, including LDAR. New-
Indy, in consultation with its consulting professionals, concluded that the chemical recovery

process likely was not the source of the subject odors.

o Utilities - The utilities process does not emit the type of odors about which complaints are
being made. New-Indy, in consultation with its consulting professionals, concluded that the

utilities likely were not the source of the subject odors.

o Miscellaneous sources - The miscellaneous sources do not emit the type of odors about
which complaints are being made. New-Indy, in consultation with its consulting professionals,

concluded that the miscellaneous sources likely were not the source of the subject odors.

o Waste Treatment - The waste treatment system can emit odors similar to “rotten eggs.”
These odors can occur when the wastewater is not efficiently treated in the wastewater treatment
process. New-Indy and its consulting professionals concluded that the waste treatment system
may be the cause of the subject odors. These low-level odors, though, do not explain the intense

reactions being reported by local residents who live at long distances from the plant.
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After review of the various operations and processes, and upon consultation with NCASI and its

other professional consultants, New-Indy narrowed its focus to the wastewater system.

5. NEW-INDY EFFORTS TO ADDRESS ODOR COMPLAINTS

This section details New-Indy’s considerable efforts to address odor complaints. New-Indy
received the first odor complaint on January 22, 2021. Since that time, New-Indy has worked

tirelessly to respond to the complaints, evaluate New-Indy’s operations and address reported odors.

Around the time that New-Indy began receiving odor complaints, South Carolina DHEC
conducted an air quality inspection, on February 22 and 23, 2021, and a wastewater inspection, on
March 15, 2021, at the mill. The wastewater inspection identified a fiber layer on the surface of
the ASB. The layer of fiber on the ASB was the result of initial startup operations following the
conversion from bleached paper to unbleached containerboard. The layer of fiber made it difficult
for personnel to reach the aerators in the ASB and conduct preventive maintenance and repairs.

As a result, several aerators became inoperable.

Beginning on March 1, 2021, New-Indy began removing the layer of fiber from the surface of the
ASB. This effort has continued using various methods, including cutting the rim from the forty or
so feet of fiber closest to the edge of the basin and using a barge to dredge and push the fiber layer
toward the edge of the ASB. That fiber layer is hauled to the No. 4 sludge pond where it is
processed with other similar waste. These continuing efforts to remove the fiber layer, along with
New-Indy’s use of an air boat have allowed personnel to reach the aerators, conduct maintenance
and repairs on those aerators and return them to service. The ASB has fifty-two aerators, and at
present, 38 of those aerators are operating. In the past 30 days, New-Indy has put 10 aerators back

into operation.

Also, when New-Indy began receiving odor complaints, New-Indy established a community
service hotline to identify complaints. New-Indy began logging complaints, including location,

time, date, mill operations assessment and wind speed and direction.

On March 5, 2021, New-Indy conducted a full odor survey with its LDAR consultant, E360. The

consultant determined that there were no significant leaks that could cause offsite odors and that
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the plant was in compliance with its LDAR requirements under Federal law. The mill continues
to complete monthly LDAR inspections with no significant leaks having been detected, and when
minor leaks are discovered during the inspection, repairs are made as quickly as possible and

within compliance guidelines for those repairs.

On March 8, 2021, New-Indy contacted NCASI for assistance in evaluating operations. The next
day, on March 9, the mill contacted Trinity Consultants to assist in the evaluation of odor issues.
The following day on March 10, 2021, Senior DHEC management visited the mill and met with
mill personnel. The DHEC representatives and mill personnel reviewed the mill’s progress toward

identifying sources of odors, and abating odors.

On March 12, 2021, New-Indy began consultation with LDX regarding utilization of the stripper
as opposed to hard piping the foul condensate. With the approval of permit TV-2440-0005-DF in
July of 2019, New-Indy previously had obtained DHEC approval to idle the foul condensate steam
stripper and hard pipe foul condensate to the ASB.

On March 17, 2021, New-Indy hosted two environmental consultants onsite. The first was Weston
for sampling ambient emissions and emissions from process vents and stacks and multiple ambient
locations throughout the mill property. The second was TRC for onsite ambient monitoring,
working in concert with Weston to guide the ambient air monitoring effort and observe the
wastewater treatment system. TRC returned on March 19,2021, to observe the wastewater system
and again on March 24, 2021, for additional onsite monitoring evaluations. On March 25, 2021,
New-Indy purchased an odor measurement drone and hand-held equipment. Although the drone
system has been purchased, only the drone has been received, as the mobile DR2000 lab
measurement device has been on backorder with the manufacturing company. Therefore, New-
Indy does not have odor measurement results from these devices. On March 30, 2021, TRC and
another consultant (ALL4) conducted a review of the back-trajectory modeling conducted by
DHEC. In accordance with Condition 5 of the Order, New-Indy will be completing an air
dispersion modeling analysis following the completion of the stack testing. New-Indy will provide

a report of that analysis to DHEC when it is complete.

It was important for New-Indy to determine the emissions at New-Indy’s property boundary and

onsite. As such, New-Indy engaged TRC to install three mobile monitoring units at the property.
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One unit was located on mill property but across the road from the main entrance in a nearby
baseball field. That monitor was equipped with a meteorological station. The second monitor was
located in the plant property. On April 28, 2021, the third monitor was located on the property
near the I-5 bridge. Appendix C indicates the location of the monitors. Appendix D provides the
monitoring data for the three monitoring stations. The first onsite data was generated on
approximately April 9, 2021. The monitoring data from the original monitor location begins on

page 8 of Appendix D.

On April 9, 2021, New-Indy began removing solids from the equalization basin. Four days later,
on April 13,2021, New-Indy began optimizing liquor sulfidity control in the ASB. Ten days later,
on April 19, 2021, New-Indy began adding calcium nitrate in the ASB to supplement oxygen as
an electronic acceptor and reduce the formation of hydrogen sulfide. The mill stopped adding
calcium nitrate to the ASB on June 30, 2021 because the need was climinated after additional

aerators came online and the addition of hydrogen peroxide and liquid oxygen proved successful.

During this time, New-Indy requested that Weston conduct a screening analysis to determine if
high levels of H»S were being generated at and around the mill. Weston took air samples and
generated a screening report that New-Indy provided to DHEC on April 19, 2021. The Weston
report is attached as Appendix B. On April 21, 2021, New-Indy began an operations project to
return the stripper to operation. On April 28, 2021, TRC installed the third ambient monitor at a

location near the bridge on Highway S.

The foul condensate steam stripper was returned to operation on May 3, 2021. On that same day,
New-Indy hosted consultants Valmet and Rolf Ryham to provide guidance for optimizing the

performance of the recovery furnace.

On May 7, 2021, New-Indy received the DHEC order and immediately began implementing the
order’s requirements, in addition to continuing its odor mitigation efforts independent of the
DHEC order. On May 11, 2021, New-Indy continued its No. 1 holding pond oxygen improvement
levels by feeding calcium nitrate into the ASB. The site also had an air modeling meeting with
TRC and a meeting with NCASI to discuss the need for NCASI to verify the emissions factors the
mill used to calculate the actual and potential emissions included in the construction permit

application for the change to containerboard. New-Indy had another meeting with NCASI on May
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14, 2021, in which NCASI verified the mill used the correct emission factors and validated the

calculations.

On May 13, 2021, New-Indy received an order from EPA. Immediately, New-Indy began
implementing the requirements of the May 13 EPA order, in addition to implementing the DHEC
order and continuing the mill’s independent odor mitigation efforts. New-Indy engaged SFC to
use a “push boat” that was mobilized on May 16, 2021, to push the fiber layer at the ASB toward
the bank. SFC worked with Saiia to transport the solids from the ASB to the No. 4 sludge
dewatering pond. This push boat was successful for several days, but as it moved progressively
deeper into the surface solids, it reached a point where it could no longer push the material toward
the dike for removal by the long arm excavator. Throughout April and May, New-Indy continued
to return aerators to service. On May 26, 2021, New-Indy moved its three ambient air monitors to
new locations pursuant to the EPA order. Attached as Appendix C is the current location of the

monitors. Attached as Appendix D is the air emissions data generated by the monitors.

On May 26, 2021, New-Indy launched a website dedicated to facilitating communication and
transparency with local residents and regulatory agencies (www.newindycatawba.com). This
website includes daily reports explaining the EPA’s independent hydrogen sulfide data collection
as well as information about the mill. The mill also posts its daily ambient air emissions
monitoring report on the website in an effort to provide transparency to the public. The website

also includes public notices of any mill activities that may generate increased odor levels.

On June 8, 2021, New-Indy consulted with LDX regarding current stripper capacity and the
repaired trim reflux condenser, which is used to polish the methanol capture efficiency for the
stripper operation. On June 8, 2021, New-Indy personnel participated in Scentroid TR8 +
Pollutracker training to learn how to use the instrument to measure ambient concentrations on both
instantaneous and longer term (24-hour) measurement periods. New-Indy also removed the trim
reflux condenser from the stripper for repairs in an effort to increase stripper capacity. These
repairs are ongoing and the unit has not been reinstalled. Any potential increase in capacity
resulting from those repairs will be evaluated and confirmed once the unit is operational. The pilot
study requests and DHEC approvals for the new aerators and the hydrogen peroxide feed are

provided in Appendix E. On June 9, 2021, New-Indy improved the oxygen transfer into No. 1
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holding pond by installing two aerators and injecting peroxide into the waste stream. On June 9,
2021, the Post-Aeration Basin tank at the wastewater outfall was upfitted with a new cover and
carbon filter. Also on that day, personnel began using the TR8 + Pollutracker handheld device in
the field to measure ambient levels of H»S at various locations and evaluate the initial inlet and
discharge concentrations around the pilot activated carbon filtration system. Also in June, the
plant continued to remove ASB fiber layer using a barged-mounted long-reach excavator in

addition to a long-reach excavator from the bank.
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6. CORRECTIVE ACTION PLAN - CONDITION 6
6.1 H2S SOURCE EVALUATION

Condition 3 of the DHEC Order required New-Indy to complete the following:

On or before June 1, 2021, complete an evaluation conducted in consultation with a
nationally recognized organization, such as the National Council for Air and Stream
Improvement (NCASI), to fully evaluate the current operations and processes at the
Facility to identify all potential sources that could be contributing to the odors and elevated
levels of HoS on and off Facility property. The evaluation must include the recent change
in operation from making bleached paper to brown paper, the wastewater treatment plant
operations, the recent modifications related to the steam stripper and the hard piping of the
foul condensate tank to the wastewater treatment plant, any increases in stack emissions,
any changes in operation of emission control equipment, and any uncontrolled emissions
to determine if these changes are contributing to the odors in the vicinity of the Facility.
New-Indy consulted with NCASI in May 2021 and confirmed the emissions estimates contained
in the 2019 and 2020 air permit applications were correctly applied and generally representative

of the conversion from manufacturing bleached paper to brown paper.

The H»S and TRS (H»S, methyl mercaptan, dimethyl disulfide and dimethyl sulfide) emissions
from each area of the mill are reviewed in the following sections. A summary of the H>S and TRS

emissions are provided in Table 6-1.

6.1.1 Woodyard

No modifications were required to the woodyard to support manufacturing unbleached pulp. The
woodyard does not operate with emission control devices. There are no known H>S or TRS

emissions from the woodyard.

6.1.2 Kraft Pulp Mill

The conversion to brown paper increased the virgin pulp yield by tripling the Kappa number from
less than 30 for bleached pulp to over 90 for unbleached pulp. Kappa number is a key test method
for determining the level of lignin remaining in a sample of digested pulp. The Kappa number
indicates the “harshness” of the cook, lower Kappa being a harsher cook than higher Kappa. The

higher Kappa number (less harsh cooking conditions) dissolves fewer organics from the wood,
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thereby producing more tons of virgin pulp using the same amount of raw materials (wood and

with fewer cooking liquor chemicals).

With the exception of the pulp storage tanks after pulp washing, the kraft pulp mill sources are
collected and routed to the non-condensable (NCG) system, and H»S and TRS emissions are

controlled through incineration in the combination boilers.

Source testing of both the No. 1 and No. 2 combination boilers will be conducted by New-Indy, in
accordance with Condition 5 of the DHEC order to confirm the original H>S and TRS emissions
estimates based on information from, and verified by, NCASI. The No. 1 and No. 2 combination

boilers will also be tested for SO» while combusting NCG and SOG together and NCG alone.
6.1.3 No. 2 Paper Machine

The No. 2 paper machine was not modified and remains available should market conditions create
an opportunity for its production capabilities to be utilized. The No. 2 off-machine coaters have
been retired from service. The No. 2 paper machine does not operate with emission control

devices. The No. 2 paper machine has not returned to operation following the conversion.
6.1.4 No. 3 Paper Machine

The No. 3 paper machine was extensively modified to convert from manufacturing coated paper
to linerboard. The No. 3 paper machine does not operate with emission control devices. New-
Indy conducted a screening study of one No. 3 paper machine vent, and no measurable TRS
emissions were present in the vent gases. Source testing of the No. 3 paper machine will be
conducted by New-Indy in accordance with Condition 5 of the DHEC order to confirm the original

H>S and TRS emissions estimates based on information from NCASL
6.1.5 Pulp Dryer

The pulp dryer stock screening system was configured by modifying the stock screening system
from the No. 1 paper machine (which was retired) to support manufacturing unbleached market
pulp. The pulp dryer does not operate with emission control devices. Source testing of the pulp
dryer will be conducted by New-Indy in accordance with Condition 5 of the DHEC order to

confirm the original H>S and TRS emissions estimates based on information from NCASI.
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6.1.6 Evaporator System

The No. 1 evaporator set was modified to operate as a five-effect system to increase the
evaporation rate to account for the reduction in the solids content of the weak black liquor from
the repurposed washers following the conversion to unbleached pulp. No modifications were

required to the No. 2 and No. 3 evaporator sets to support manufacturing unbleached pulp.

Emissions from the processing of black liquor through the evaporator sets are collected and treated
in the low volume high concentration (LVHC) NCG system. The LVHC NCG System collects
vapors from the evaporator hotwells and turpentine system vents. The LVHC NCG system is
equipped with an in-line caustic scrubber to capture non-condensable sulfur compound vapors

from the gas stream prior to incineration in either the No. 1 or No. 2 combination boiler.

No modifications were required for the LVHC NCG system to support manufacturing unbleached
pulp. The Kappa change results in TRS emissions 16% lower per ton of pulp production based on

information provided by NCASI.

Source testing of both the No. 1 and No. 2 combination boilers will be conducted by New-Indy in
accordance with Condition 5 of the DHEC order to confirm the original H>S and TRS emissions
estimates based on information from NCASI. The No. 1 and No. 2 combination boilers will also

be tested for SO; while combusting NCG and SOG together and NCG alone.

6.1.7 Recovery Furnaces

No modifications were required to the No. 2 and No. 3 recovery furnaces to support manufacturing
unbleached pulp. No modifications were required for the ESPs serving the No. 2 and No. 3

recovery furnaces to support manufacturing unbleached pulp.

6.1.8 Smelt Dissolving Tanks

Smelt dissolving tanks No. 2 and No. 3 are equipped with a caustic scrubber to reduce particulate

matter (PM) and TRS emissions.
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No modifications were required to the smelt dissolving tanks to support manufacturing unbleached
pulp. No modifications were required for the caustic scrubber serving the No. 2 and No. 3 smelt

dissolving tanks to support manufacturing unbleached pulp.

New-Indy will conduct source testing of the smelt dissolving tank vent to confirm the original H>S

and TRS emissions estimates based on information from NCASI.
6.1.9 Precipitator Mix Tanks

No modifications were required to the precipitator mix tanks to support manufacturing unbleached
pulp. The precipitator mix tanks vent through the recovery furnaces, and no modifications to the
venting were required to support manufacturing unbleached pulp. Therefore, emissions reported

from the recovery furnaces reflect the emissions from these sources.
6.1.10 Causticizing Area

No modifications were required to the causticizing area to support manufacturing unbleached pulp.
No modifications were required for the slaker scrubber to support manufacturing unbleached pulp.
The causticizing area is a high pH process, and no H>S emissions are expected. In addition, the

causticizing area uses fresh water and no change in TRS emissions is expected.
6.1.11 Lime Kiln

No modifications were required to the No. 2 lime kiln to support manufacturing unbleached pulp.

No modifications were required for the lime kiln ESP to support manufacturing unbleached pulp.
6.1.12 Combination Boilers

The combination boilers also incinerate the NCG gases collected from the kraft pulp mill, the
chemical recovery evaporator sets and turpentine recovery system, and the foul condensate steam
stripper to control emissions of TRS compounds and HAPs. The kraft pulp mill NCG collection
system was modified to collect gases from the new refiners and screw presses and the repurposed

brown stock washers.
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No modifications were required to the combination boilers to support manufacturing unbleached
pulp. No modifications were required for the ESPs serving the No. 1 and No. 2 combination

boilers to support manufacturing unbleached pulp.

Incineration of the NCG gases is continuously monitored using the flame failure systems on each
boiler. The NCG collection systems are also monitored monthly and annually for leaks following

the Catawba Mill LDAR program.

Source testing of both the No. 1 and No. 2 combination boilers will be conducted by New-Indy in
accordance with Condition 5 of the DHEC order to confirm the original H>S and TRS emissions
estimates based on information from NCASI. The No. 1 and No. 2 combination boilers will also

be tested for SO» while combusting NCG and SOG together and NCG alone.
6.1.13 Condensate Collection and Treatment System

The condensate treatment system was modified to use the hard piping option to biologically treat

the foul condensate in the ASB. The hard pipe has no emissions points.

The foul condensate steam stripper was repaired and returned to service in May 2021. No
modifications to the stripper-off-gases (SOG) NCG system were required to support returning the

steam stripper to service or manufacturing unbleached pulp.

Source testing of the steam stripper will be conducted by New-Indy in accordance with Condition
5 of the DHEC order to confirm the original H>S and TRS emissions estimates based on

information from NCASI.

6.1.14 Wastewater Treatment System

The ASB was modified by increasing the diameter of the hard pipe below the liquid surface near
the entrance to the ASB. The wastewater treatment system does not operate with emission control

devices.

Please see Section 7 for a detailed discussion of the wastewater treatment system.
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6.1.15 Industrial Landfill

No modifications were required to the industrial landfill to support manufacturing unbleached
pulp. The landfill does not operate with emission control devices. There are no known H»S or
TRS emissions from the landfill. The landfill is permitted for disposal of industrial wastes,
reburned lime, lime mud, boiler ash, green liquor dregs and slaker grits. The landfill wastes are
covered to minimize windblown materials, landfill odors, and attracting vectors. These wastes are
mostly inert materials with elevated pH having little potential for generating H>S when covered.
The landfill is also permitted for disposal of the belt press sludge, however in practice, the sludge
is deposited in the No. 4 sludge pond in the wastewater treatment system, not the industrial landfill.
The landfill does not operate with emission control devices. There are no known H2S or TRS
emissions from the landfill. Liquor sludges have not been deposited in the landfill. Therefore, a

landfill gas study is not planned.
6.1.16 Miscellaneous Sources

The pumps and piping to the high density (HD) pulp storage tanks were modified to re-direct pulp
from the retired No. 1 paper machine and better support unbleached pulp. The agitators in each
tank were also rebuilt or replaced, and the No. 4 HD storage tank was repurposed as a low density

(LD) storage tank.

No modifications were required to the tanks storing black liquor, green liquor, or white liquor.
Emissions from the spare and weak liquor tanks are vented to the HVLC system for treatment.
The remaining pulp and liquor storage tanks do not operate with emission control devices. The
emissions from all storage tanks were estimated using information from NCASI. No change to

the storage tank emissions is expected based on the reduction in TRS due to the Kappa change.

No modifications were required to the other miscellaneous sources to support manufacturing

unbleached pulp.
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6.2 CORRECTIVE ACTION PLAN — CONDITION 6
Condition 6 of the DHEC Order required New-Indy to complete the following:

On or before June 15,2021, submit to the Department a report of the evaluation conducted
in Step 3 above and, for review, comment, and approval; a corrective action plan (CAP)
(developed and stamped by a South Carolina-registered Professional Engineer (PE)) and a
schedule of implementation, which addresses operational issues identified in the above-
referenced evaluation as contributing to the odor. The schedule of implementation shall
include specific dates or timeframes for initiation and the completion of each action and
details as to how each action addresses the odor and operational issues noted above.

The corrective actions for each area of the mill are reviewed in the following sections.
6.2.1 Woodyard

No operational issues or corrective actions have been identified for the woodyard.
6.2.2 Kraft Pulp Mill

Source testing of both the No. 1 and No. 2 combination boilers will be conducted by New-Indy in
accordance with Condition 5 of the DHEC Order to confirm the original H>S and TRS emissions
estimates based on information from NCASI. The No. 1 and No. 2 combination boilers will also

be tested for SO» while combusting NCG and SOG together and NCG alone.

No operational issues or corrective actions have been identified for the kraft pulp mill pending the

results of the source testing required by Condition S of the DHEC Order.

6.2.3 No. 2 Paper Machine

No operational issues or corrective actions have been identified for the No. 2 paper machine.

6.2.4 No. 3 Paper Machine

Source testing of the No. 3 paper machine will be conducted by New-Indy in accordance with
Condition § of the DHEC order to confirm the original H>S and TRS emissions estimates based

on information from NCASI.
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No operational issues or corrective actions have been identified for the No. 3 paper machine

pending the results of the source testing required by Condition 5 of the DHEC Order.
6.2.5 Pulp Dryer

Source testing of the pulp dryer will be conducted by New-Indy in accordance with Condition 5
of'the DHEC order to confirm the original H>S and TRS emissions estimates based on information

from NCASI.

No operational issues or corrective actions have been identified for the pulp dryer pending the

results of the source testing required by Condition S of the DHEC Order.
6.2.6 Evaporator System

Source testing of both the No. 1 and No. 2 combination boilers will be conducted by New-Indy in
accordance with Condition 5 of the DHEC order to confirm the original H>S and TRS emissions
estimates based on information from NCASI. The No. 1 and No. 2 combination boilers will also

be tested for SO» while combusting NCG and SOG together and NCG alone.

No operational issues or corrective actions have been identified for the evaporator system pending

the results of the source testing required by Condition 5 of the DHEC Order.
6.2.7 Recovery Furnaces

As required by Title V Permit Conditions C.54 and C.55, the TRS emissions from the recovery
furnaces are continuously monitored and recorded to verify continuous compliance. Semi-annual
reports are submitted to DHEC including all 12-hour average TRS concentrations exceeding the
applicable TRS emissions limits. The mill calibrates, maintains, and operates the TRS monitors
in accordance with the applicable requirements of 40 CFR 60.284(f), 40 CFR 60.13, and
Performance Specifications 1, 3, and 5 of Appendix B of 40 CFR, Part 60. The Mill will continue

to meet the applicable TRS emissions limits for both recovery furnaces.

No operational issues or corrective actions have been identified for the No. 2 and No. 3 recovery

furnaces.
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6.2.8 Smelt Dissolving Tanks

New-Indy will conduct source testing of the smelt dissolving tank vent to confirm the original HoS

and TRS emissions estimates based on information from NCASI.

No operational issues or corrective actions have been identified for the No. 2 and No. 3 smelt

dissolving tanks pending the results of the source testing conducted by New-Indy.

6.2.9 Precipitator Mix Tanks

The precipitator mix tanks are vented through the recovery furnaces and would be reflected in the

emissions from those sources.
No operational issues or corrective actions have been identified for the precipitator mix tanks.

6.2.10 Causticizing Area

The causticizing area is a high pH process, and no H>S emissions are expected. The causticizing

area uses fresh water, and no change in TRS emissions is expected.
No operational issues or corrective actions have been identified for the causticizing area.

6.2.11 Lime Kiln

As required by Title V Permit Condition C.58, the TRS emissions from the lime kiln are
continuously monitored and recorded to verify continuous compliance. Semi-annual reports are
submitted to DHEC including all 12-hour average TRS concentrations exceeding the applicable
TRS emissions limit. The mill calibrates, maintains, and operates the TRS monitor in accordance
with the applicable requirements of 40 CFR 60.284(f), 40 CFR 60.13, and Performance
Specifications 1, 3, and 5 of Appendix B of 40 CFR, Part 60. The Mill will continue to meet the
applicable TRS emissions limits for the lime kiln. No operational issues or corrective actions have

been identified for the No. 2 Lime Kiln.

6-9

ED_014050_00000011-00130



6.2.12 Combination Boilers

Incineration of the NCG gases is continuously monitored using the flame failure systems on each
boiler. The NCG collection systems are also monitored monthly and annually for leaks following

the Catawba Mill LDAR program.

Source testing of both the No. 1 and No. 2 combination boilers will be conducted by New-Indy, in
accordance with Condition 5 of the DHEC order to confirm the original H>S and TRS emissions
estimates based on information from NCASI. The No. 1 and No. 2 combination boilers will also
be tested for SO» while combusting NCG and SOG together and NCG alone. No operational issues
or corrective actions have been identified for the No. 1 and No. 2 combination boilers pending the

results of the source testing required by Condition 5 of the DHEC Order.
6.2.13 Condensate Collection and Treatment System

Source testing of the foul condensate steam stripper will be conducted by New-Indy in accordance
with Condition 5 of the DHEC order to confirm the original H»S and TRS emissions estimates

based on information from NCASI.

No operational issues or corrective actions have been identified for the foul condensate steam

stripper pending the results of the source testing required by Condition 5 of the DHEC Order.
6.2.14 Wastewater Treatment System

Please see Section 7 for a detailed discussion of the wastewater treatment system operational issues

and corrective actions.

6.2.15 Industrial Landfill

No operational issues or corrective actions have been identified for the landfill.
6.2.16 Miscellaneous Sources

No operational issues or corrective actions have been identified for the miscellaneous sources.
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6.3 PROFESSIONAL ENGINEERING CERTIFICATION

Name: Sheryl Watkins, P.E.
8.C. Registration No. 34347
Company: ALL4 LLC
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Table 6-1
Summary of H2S and Other TRS Compound Emissions

Blegched Ml (Stripper) Brown MBI Hard Pipe} Brown MHCorrbal Bleached ML (StEippEr) Brown MBI Hard Pipa) Brown MBHCombs ]

Gontialied: Contiolley Conroled Percent g Contre)id Percent s §rcontrolied Contralicd Périenti g
e TARIIGIT F e PARRET L PRAKIERGIY  Bereanty 8 UPRARITUIE T BERCAI R IR 1 BaRCERT PRI et et VTN T OB esT
: b of fotal: /by pitotal Thiny i otal B of total: oy atiotal Thiny Of kot ERSHH S ool Lompliancs Monioming Operatyonal tvatu;

i}
0.35

Incineration in Combination

Source test required by Condition

No corrective actions i
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Kraft Mill NCG System 6.7% 0.43 1% 043 3% 124 1% 160 2.8% 160 3.1% ! Flame Failure System CMS _ e -
Boilers 5to confirm expected emissions | _pending source test results
) ) ) Incineration in Combination , Source testrequired by Condition | No corrective actions identified
tripper Off Gases 0.70 12.3% N/A N/A 037 7.0% 3.48 5% N/A /A 184 3.5% ! Flame Failure System CMS _ e ‘
Boiters Sto confirm expected emissions |  pending source test results
, ) ) Tmaintain TRS emissions limit and o
Recovery Furnace #2 0.16 3.0% 0.18 3.0% 0.16 30% 0.7 0.4% 027 0.5% 0.7 0.5% Good combustion practices TRS CEVS onttoning No corrective actions identified
. . - - . - . 5 test bei ducted te N tive actions identified
Simelt Dissovling Tank #2 0.28 5.4% 0.28 5.3% 0.28 5.3% 0.37 0.6% 037 0.7% 037 0.7%  § scrubber flow and pressure drop | Stack testing and scrubber Cvs | 2O UTee testbeing conductedto | No corrective actions identiiie
confirm current emissions pending source test results
; ; ; . ) ) o Tmaintain TRS emissions imit and o
Recovery Furnace #3 0.9 5.5% 023 5.49% 029 5% 0.49 0.8% 045 0.9% 0.49 0.9% Good combustion practices TRS CEMS onttoring No corrective actions identified
T , ) Source test being conductedto | No corrective actions identitied
Smel Dissolving Tank #3 051 9.7% 051 2.6% 051 57% 067 1% 067 1.2% 0.67 13% | scrubber flow and pressure drop | Stack testing and scrubber CMS ) aue ¢
confirm current emissions pending source test results
T ) ) intain TRS emissions imit and R
lime Kiln #2. 0.57 18.4% 0.7 18.2% 6.97 18.3% 0.97 1.5% 057 1.7% 0.957 1.9% Good combustion practices TRS CEMS mainiain e'_“tm_m"s IMILARA L o corrective actions identified
monitoring
Caustidzing Area N/A N/A N/A N/ N/A N/A 0.40 0.6% 0.40 0.7% 0.40 NA none nore no change in emissions idertified | No corrective actions identified
. X i ] ) } , , ) 1o vents to atmosphere, sources R o
Precipitator Mix Tanks N/A N/A N/A N/A N/A N/A 0.0 0. 002 0.0% 0.0 N/ none none $ No corrective actions identified
vent into recovery fumaces
Paper Machine #2 N/A N/A N/A N/A N/A N/A 075 1% 075 13% 0.7 N/A none none source not currently in operation | No corrective actions identified
) ; . ’ ) Source test required by Condition| No corrective actions identified
Paper Machine #3 N/A N/A N/A N/A N/A N/A 313 2.8% 313 5.6% 3.13 N/A none none ) e ¢
Sto confirm expected emissions | _pending source test results
Source test required by Condition] No corrective actions dentinied
Pulp Dryer N/A N/A N/A N/A N/A N/A 0.85 1.3% 0.85 1.5% 0.8 N/A none none ource testrequired by Londition| No corrective actions identiie
5to confirm expected emissions | pending source test results
HD Pulp Storage Tanks N/A N/A N/A N/ N/A N/A .20 14.2% 920 16.9% .20 NA none nore no change in emissions idertified | No corrective actions identified
L Pulp Storage Tanks N/A N/A N/A N/A N/A N/A 3.30 5.1% 330 5.9% 3.3 N/ none none 1o change in emissions identified | No corrective actions identified
Weak Black Ligquor StorageTanks | 0.15 2.9% 0.15 2.9% 015 29% 141 2.0% 141 2.5% 14 27% none none no change in emissions identified| No corrective actions identified
Strong Black Liquor Storage Tanks§ 0.5 2.6% 0.25 2.6% 0.5 26% 135 21% L35 2.4% L35 2.6% none none no change in emissions identified | No corrective actions identified
White Liquor Storage Tanks 0.02 0.9% 0.02 0.9% 0.02 3% 177 27% 177 3.0% 177 none none no change in emissions identified | No corrective actions
Green Liquor Storage Tanks N/ N/A N/A N/A N/A N/A 0.20 0.9% 020 0.4% 0.20 0.4% none none no change in emissions identified | No corrective actions ic
AS8 Zone 1 08 15.4% 164 30.7% 122 8.2% 17.76 27.4% 272 37.8% 15.46 29.7% none none See Condition 7 $ee Condition 7
As370ne 2 .44 8.4% 0.36 6.8% 0.36 67% 975 15.0% 2,66 8.3% 445 2.6% none none See Condition 7 See Condition 7
ASB Zone 3 0.3 6.5% 027 5.9% 0.27 51% 7.47 115% 3.56 6.3% 343 6.6% none none See Condition 7 See Condition 7
TOTAL EMISSIONS (stk + fug) 507 533 528 61,5 56.16 51.98
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7. CORRECTIVE ACTION PLAN - WASTEWATER TREATMENT
IMPROVEMENTS NEW-INDY - CATAWBA, SC

7.1 INTRODUCTION
Paragraph 7 of the SC DHEC’s May 7, 2021 Order reads:

On or before June 15, 2021, and to the extent not included in Step 6 above, submit to the
Department, for review, comment and approval, a corrective action plan (CAP) (developed
and stamped by a South Carolina-registered Professional Engineer (PE)) and a schedule of
implementation, which addresses operational issues at the Facility wastewater treatment
plant that may be causing or contributing to odor and elevated levels of H»S. This CAP
shall include, but not be limited to, a comprehensive evaluation of the wastewater treatment
plant to determine if adequate and appropriate facultative waste treatment is occurring in
the aerated stabilization basin (ASB) and the potential for odors resulting from the
discharge of foul condensate into the wastewater treatment plant. The CAP shall address
the significant fiber and sludge accumulation and foam occurring in the ASB and identify
their respective source(s). Additionally, the CAP shall include a study of the microbial
concentration in the ASB to determine if there 1s an adequate microbial population to aid
in the reduction of foam on the ASB. The schedule of implementation shall include specific
dates or timeframes for initiation and the completion of each action and details as to how
each action addresses the odor and wastewater treatment system operational issues noted
above. The schedule of implementation of specific corrective action steps proposed under
the CAP will be evaluated by the Department and comments provided to New-Indy within
five calendar days. New-Indy shall address all comments by the Department and submit a
final approvable CAP within five calendar days of Department comment. Upon
Department approval, the schedules(s) and corrective actions contained within the CAP
shall be incorporated into and become an enforceable part of this Order.

This CAP has been written to meet the requirements of Paragraph 7.
7.2 COMPREHENSIVE EVALUATION OF WASTEWATER TREATMENT SYSTEM

New-Indy retained EBS and TRC to evaluate the wastewater treatment system with regard the

following:

e Operational issues that may be causing or contributing to odor and elevated levels of
hydrogen sulfide;

e Whether adequate and appropriate waste treatment is occurring in the ASB;

e The potential for odors resulting from the discharge of foul condensate into the treatment
system;

e The accumulation of fiber, foam, and sludge accumulation and their sources; and
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e A study of the microbial population in the ASB with regard to reducing the fiber layer
and providing biological degradation of BOD:s.

New-Indy’s wastewater treatment system is comprised of primary bar screening, a primary
clarifier, a primary solids EQ basin (historically referred to as the No. 3 sludge basin), the ASB,
two treated effluent holding ponds (No. 1 and No. 2 holding ponds), the temporary treated effluent
storage basin (No. 5 basin), a tertiary treatment color removal plant (currently out of service), a
post-aeration basin, the No. 4 sludge pond, and a multi-port effluent diffuser in the river. The No.
1 sludge pond currently receives backwash and river mud from the mill’s raw water filtration plant,

and the No. 2 sludge pond is currently out of service.

A wastewater treatment system process flow diagram is provided as Appendix F Over the last
several years the process flow diagram has changed, most notably as the management of primary

clarifier solids and foul condensates has changed.

Prior to 2016, primary solids were either pumped to the No. 4 sludge pond directly for settling and
decanting or were pumped to a sludge dewatering system where the dewatered solids were placed
in No. 4 sludge pond. In 2016, clarifier solids were redirected to the EQ basin in an effort to
thicken and homogenize the sludge before being excavated through hydraulic dredging and
dewatering or long-reach excavators for placement in No. 4 sludge pond. The process flow diagram

submitted for NPDES and construction permitting was revised accordingly.

The process flow diagram has also been revised to reflect changes in the way foul condensates
have been managed. The original hard pipe was installed in 1999 (as described in Section 3.8.2
above) and conveyed foul condensates to the EQ basin (which at the time was used as a wastewater
EQ basin). In 2000, the foul condensate steam stripper was installed as the MACT Subpart S
compliance option. The original hard pipe remained in place but was not used for demonstrating
compliance with Subpart S. During the mill conversion outage in 2020, a new hard pipe was
installed to cell 1 of the ASB to replace the stripper for MACT compliance. This change was not
reflected on the process flow diagram submitted to DHEC as part of the September 2019 NPDES
permit modification application package reflecting conversion to unbleached operations because
at the time, the decision to discontinue use of the stripper had not been made by the mill. The

process flow diagram was revised to reflect the new ASB hard pipe in revisions to the mill O&M
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manual in May 2021. The current process flow diagram reflecting anticipated wastewater

flowrates and current wastewater treatment system layout is included in Appendix F.

7.21 Operational issues that may be causing or contributing to odor and
elevated levels of hydrogen sulfide

H>S emissions can originate in a wastewater treatment basin in two ways. The first source of
emissions is HoS that has been produced upstream of the wastewater treatment system and
volatilizes when exposed to mixing or agitation in the aeration basin or holding pond.
Minimization of this source of H>S is generally accomplished via subservice diffusion and
oxygenation of the wastewater through proper aeration and mixing. The second source of H>S is
the formation of H>S by sulfate reducing bacteria in unaerated or less aerated areas in the ASB or

holding pond.

An aerobic biological treatment system utilizes aeration and bacterial metabolism to convert
biodegradable compounds (BOD) in the wastewater into additional bacteria, water, and carbon
dioxide, an odorless gas. In the absence of sufficient dissolved oxygen, the bacterial population
will shift to a sulfate reducing scenario, where sulfate replaces oxygen as the terminal electron

acceptor, with resultant H>S formation.

TRC performed site visits to the facility on March 17 and March 19, 2021, to observe the
conditions of the wastewater treatment system. EBS performed site visits on May 11, May 25,
and June 9, 2021, to observe system conditions and to collect process evaluation samples.
Discussions regarding EBS’s process control data is provided in Section 7.2.2 below, but in
general, the conditions observed indicated a floating layer of fiber on portions of the ASB and
accumulated solids in the EQ basin. Effluent from the primary clarifier weir appeared typical of

effluent from paper mill primary clarifiers.

The predominant issues that have hindered aeration and mixing in the ASB have been the
formation of the floating layer of fiber and the accumulation of settled solids. Excess fiber loading
into the ASB combined with production liquor losses has led to the formation of a thick, floating
layer of fiber and covering areas of the early aerated zone. The fiber and liquors losses arose
during mill conversion and recommissioning. The floating solids layer contributed to the

breakdown of multiple aerators in the front end of the system. This loss of aeration capacity led
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to a reduction in biological treatment capacity and resulted in reduced aerobic or anaerobic
conditions. Sulfate reducing bacteria when present under anaerobic conditions metabolize BOD
by utilizing sulfate as a terminal electron acceptor when there is no dissolved oxygen present, thus
producing HoS as a byproduct. The floating solids also represent biodegradable material that

dissolve over time, adding additional oxygen demand to the system.

The accumulated solids in the ASB have reduced the hydraulic residence time in the basin for
treatment and impacted the flow path through the basin. Solids accumulation occurs from solids
loading in the influent as well as settling of biomass generated as part of normal biological
treatment. The influent loading comes from solids that may not have been removed during the
primary clarification process or primary solids that have become re-entrained in wastewater due

to the primary clarifier underflow in the EQ basin.

The reduced treatment efficiency and less aerated conditions caused by the floating fiber layer and
accumulated solids and H>S production appears to have contributed to elevated concentrations of
H>S in the effluent from the ASB to No. 1 holding pond. No. 1 holding pond retains wastewater
prior to undergoing post-treatment aeration in the post-aeration basin. In the post-aeration basin,
large surface aerator/mixers aerate the wastewater in a rectangular, concrete basin. This aeration

has the potential of releasing hydrogen sulfide that may be in the wastewater.

Additionally, the reduced retention time, inoperable aerators, and biodegradable solids (floating
sludge) all may have contributed to higher-than-normal soluble BOD levels in the water leaving
the ASB and entering the No. 1 holding pond. While the BOD levels of this water met the
requirement for discharge to the receiving stream, the additional BOD served as an oxygen demand
in the unaerated No. 1 holding pond, which appears to have resulted in additional sulfate reduction

and H»S formation.

On June 9, 2021, the facility installed a flexible cover, blower and carbon filtration system to
capture emissions from the post-aeration basin and treat the off gasses through a carbon filtration
system to reduce the H»S concentration. This is a temporary solution until a permanent solution is
identified. Based on initial feedback from New-Indy’s consultants, a carbon (or other media)
filtration system may not be required in the long-term, depending upon the final conditioning of

No. 1 holding pond’s contents. Additionally, New-Indy is investigating alternative solutions to
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media filtration. The ultimate need (or lack of) for treatment at the post aeration basin will be
determined by the data collected from the ambient monitoring Station 1. Short-term results
continue to indicate that capturing and filtering the air from the post aeration basin is reducing the

amount of H»S at Station 1.

New-Indy has collected isolated grab samples at both the inlet and discharge of the temporary
filtration unit to validate its ability to scrub H>S. However, the unit has been operating for too
short a period to draw scientific conclusions. With time, New-Indy will establish valid operating
parameters once enough data points are available to establish a baseline. New-Indy is currently
measuring the removal efficiency of the filtration system once every two weeks. After the filter
has been operating for four months, the testing frequency will increase to every week. Although,
the few data points established are helpful in determining the first replacement cycle for the
filtration media, which is expected to be after six months of use. New-Indy is also evaluating

better media options for extended operation of this temporary system.

The increase of foul condensate loading to the ASB through the hard pipe option under the Title
V permit and MACT Subpart S appears to have increased the load of both BODs and sulfur
compounds. The loading of the anticipated foul condensate and anticipated wastewater from the
converted, unbleached manufacturing operations into the ASB was modeled in 2019 utilizing
NCASTI’s Simulated Aerated Stabilization Basin Model (Version 4.2). The ASB parameters in the
model were established using the 2015 solids survey results based on the facility’s assumption that
additional sludge accumulation since 2015 was approximately equal to the amount of sludge that
was removed as part of maintenance dredging since that time. The 2019 modeling indicated that
the ASB could sufficiently treat the foul condensate and enable the wastewater treatment system
and comply with current (and anticipated) NPDES permit requirements. After the conversion and
restarting of the mill, however, the thick layer of fiber formed on the basin reducing the aeration
capacity of the basin. This reduced aeration capacity and sludge accumulation that has reduced
mixing and disruption of the flow path through the basin have hindered the basin’s ability to
perform as modeled. The two main operational issues in the ASB that pose the potential of causing
or contributing to elevated levels of hydrogen sulfide have been the formation of the floating fiber

layer and the accumulation of settled solids. Addressing the floating fiber layer and regaining a
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portion of treatment volume by removing sufficient solids in strategic areas of the ASB are

recommended and included as corrective actions in Section 7.3.

7.2.2 Adequacy and appropriateness of waste treatment that is occurring in
the Aerated Stabilization Basin

New-Indy’s ASB is of typical design for an integrated pulp and paper mill. An ASB operates by
both providing sufficient residence time for biological treatment of organic wastes as well as
providing for the settling and digestion of biomass essential to the operation of the basin. An ASB
accomplishes biological treatment and sludge digestion through two layers. The upper layer is
typically well mixed and aerated with the use of floating aerators. Soluble BODjs serves as a food
source to microscopic biota in this upper layer thus reducing the BODs concentration in the
wastewater. As the BODs is consumed, additional biomass is produced to continue the treatment

Process.

As biomass accumulates in the lower layer, some of the solids settle to the basin bottom and begin
to undergo digestion in anoxic conditions, which are by design out of reach of the aeration and
mixing energy from the surface aerators. As the biomass degrades, it releases some BODs and
nutrients. As this layer is anaerobic, there is the potential for HoS to form. NCASI’s Technical
Bulletin No. 1000 discusses H>S formation in the bottom, anaerobic layer. See “Mechanistic
Approach for Estimating Hydrogen Sulfide Emissions from Wastewater Treatment Plants”
(December 2012). As described in the Technical Bulletin, H>S can form in the pore water of the
settled sludge in this anaerobic layer because of low oxygen conditions and the presence of sulfates
and organic matter. The fractionation between H>S and HS- is pH dependent, as pH increases less
H>S is formed. H»S is highly soluble in water. During normal operations with a well aerated upper
layer, the soluble H»S is oxidized in the upper, aerobic layer of the ASB. Some H»S formed in the
bottom layer can also become entrained in bubbles formed from the digestion of sludge. These
bubbles can reach the surface but are mostly comprised of methane, carbon dioxide, and nitrogen

with only trace amounts of H»S.

Along with H»S, BOD;s released during sludge digestion gets treated in the upper layer, and
nutrients released during sludge digestion are reused in the process to support continued biomass

growth. This release of nutrients and BODs from the degradation of biomass at the bottom is
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referred to as “benthic feedback” and is an important step in the ASB treatment process. Not all
the biomass that settles to the basin bottom digests, and this accumulated sludge can begin reducing

the working volume of the basin thus reducing the residence time for treatment.

Unlike an activated sludge system that concentrates biomass in the mixed liquor through the return
of a portion of settled secondary sludge, an ASB operates with a much lower density of biomass
and achieves high removal efficiencies, not through high concentrations of mixed liquor biomass
but instead through extended residence times. The large volumes of typical ASBs that provide the
high residence time for treatment also make ASBs less susceptible to slug discharges of high
organic strength, pH swings, and hydraulic loading spikes that can plague activated sludge
systems. In addition, by design, ASBs generate less sludge for disposal than activated sludge
systems and require less energy to operate. ASBs also require less nutrient loading because of the

inherent “benthic feedback” nutrient recycle process.

New-Indy has routinely collected samples from the ASB influent, effluent and within the ASB
for process control parameters such as BODs, TSS, pH and temperature. A summary of this data
is provided as follows:

. February 2021:

- ASB Inlet
0 Monthly Average Flow: 26 MGD
0 Monthly Average Total BOD Concentration: 407 mg/L
0 Monthly Average Filtered BOD Concentration: 369 mg/L
0 Monthly Average Temperature: 95 °F
0 Monthly pH Range: 5.8 — 10.5 s.u.

- ASB Outlet
0 Monthly Average Total BOD Concentration: 146 mg/L
0 Monthly Filtered BOD Average Concentration: 102 mg/L

0 Monthly Average Temperature: 75 °F
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0 Monthly pH Range: 6.7 - 7.5 s.u.
March 2021:
- ASB Inlet
0 Monthly Average Flow: 26 MGD
0 Monthly Average Total BOD Concentration: 407 mg/L
0 Monthly Average Filtered BOD Concentration: 364 mg/L
0 Monthly Average Temperature: 101 °F
0 Monthly pH Range: 7.9 — 10.2 s.u.
- ASB Outlet
0 Monthly Average Total BOD Concentration: 143 mg/L
0 Monthly Filtered BOD Average Concentration: 132 mg/L
0 Monthly Average Temperature: 82 °F
0 Monthly pH Range: 7.0 — 7.8 s.u.
April 2021:
- ASB Inlet
0 Monthly Average Flow: 25 MGD
0 Monthly Average Total BOD Concentration: 578 mg/L
0 Monthly Average Filtered BOD Concentration: 476 mg/L
0 Monthly Average Temperature: 101 °F
0 Monthly pH Range: 7.1 — 10.9 s.u.
- ASB Outlet
0 Monthly Average Total BOD Concentration: 181 mg/L
0 Monthly Filtered BOD Average Concentration: 146 mg/L
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0 Monthly Average Temperature: 87 °F
0 Monthly pH Range: 7.3 - 7.9 s.u.
May 2021:
- ASB Inlet
0 Monthly Average Flow: 27 MGD
0 Monthly Average Total BOD Concentration: 333 mg/L
0 Monthly Average Filtered BOD Concentration: 276 mg/L
0 Monthly Average Temperature: 106 °F
0 Monthly pH Range: 6.9 — 9.8 s.u.
- ASB Outlet
0 Monthly Average Total BOD Concentration: 71 mg/L
0 Monthly Filtered BOD Average Concentration: 40 mg/L
0 Monthly Average Temperature: 83 °F
0 Monthly pH Range: 7.4 — 8.6 s.u.
June 2021:
- ASB Inlet
0 Monthly Average Flow: 26 MGD
0 Monthly Average Total BOD Concentration: 324 mg/L
0 Monthly Average Filtered BOD Concentration: 282 mg/L
0 Monthly Average Temperature: 109 °F
0 Monthly pH Range: 5.7 - 10.2 s.u.
- ASB Outlet
0 Monthly Average Total BOD Concentration: 55 mg/L
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Monthly Filtered BOD Average Concentration: 37 mg/L
Monthly Average Temperature: 88 °F

Monthly pH Range: 7.2 — 8.9 s.u.

. July 2021 (available as of July 9, 2021):

- ASB Inlet
0 Monthly Average Flow: 24 MGD
0 Monthly Average Total BOD Concentration: 216 mg/L
0 Monthly Average Filtered BOD Concentration: 197 mg/L
0 Monthly Average Temperature: 108 °F
0 Monthly pH Range: 7.2 — 10.0 s.u.
- ASB Outlet
0 Monthly Average Total BOD Concentration: 21 mg/L
0 Monthly Filtered BOD Average Concentration: (no data available yet)
0 Monthly Average Temperature: 85 °F
0 Monthly pH Range: 7.3 — 7.5 s.u.

As part of preparations for full scale unbleached operations and foul condensate hard pipe loading,

New-Indy revised the ASB sampling regimen to include methanol sampling as well as sampling

of the foul condensate stream in January 2021.

In terms of BOD loading to the ASB, the conversion from bleached paper to unbleached

containerboard included two considerations for determining the ASB’s ability to support the

converted mill operations. Although the planned hard pipe solution would result in a higher

loading of BOD to the ASB from the chemical recovery operations, the overall BOD loading to

the ASB would not change due to correspondingly reduced BOD loading from the paper operation

(elimination of starch, coatings and sub-sized fibrous “fines” from the paper machine operation).

By design, this validated the decision to implement the hard pipe solution for methanol destruction,
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as the ASB would continue to be more than adequate to treat the planned post-construction BOD

loading.

The mill experienced a more difficult operational startup than was anticipated. Additional factors
that complicated the wastewater treatment plant startup conditions were the time of year (cold
weather) and an anomalous influx of solids from the EQ basin (because the primary clarifier was
out of service). The normal flow of effluent from the primary clarifier is to route the underflow
sludge to the EQ basin for solids settling with the clarifier overflow going directly to the ASB
inlet. With the primary clarifier out of service for rake repairs, all mill effluent was routed through
the EQ basin, which resulted in a hydraulic washing of solids from that basin into the ASB. Fiber
losses from the mill’s operational startup compounded the buildup of solids in the ASB. The
fibrous sludge floated and matted on the ASB surface, which caused certain of the surface aerators
to shut down. The floating solids mat then built to the point where access to the aerators was
inhibited, and the aerators could not be returned to service quickly. This situation was further
exacerbated by extremely wet weather in January through March 2021, which resulted in restricted
access to the No. 4 sludge holding pond, thus preventing solids removal from the ASB surface
until March 2021. Therefore, the ASB’s reduced aeration efficiency was a primary factor in

creating treatment inefficiencies through the ASB.

New-Indy retained EBS to evaluate the treatment system in May 2021. EBS collected samples
from the ASB inlet, effluent, ASB midpoint and from the No. 1 holding pond and analyzed for pH,
temperature, dissolved oxygen, Oxidation-Reduction Potential (ORP), ammonia, ortho-phosphate,
Sulfide, dissolved oxygen uptake rate, TSS, Volatile Suspended Solids (VSS) and Chemical
Oxygen Demand (COD). These samples were collected on May 11, May 25 and June 9, 2021.
Continued sampling is conducted weekly going forward. EBS also evaluated the microbiology of
samples from the ASB midpoint and ASB effluent during each sampling event, and the details of
the microbiology evaluation are discussed more in Section 7.2.5. The complete EBS reports are
provided in Appendix G but are summarized below for COD removal along with estimates of

loading calculated by TRC based on information provided by the facility and EBS.

e May 11,2021 EBS Evaluation:
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- Wastewater flow into the ASB (minus foul condensate) was recorded at 27.4 MGD,
the measured soluble COD in that influent (minus foul condensate) was 873 mg/L,
giving a soluble COD loading in the ASB influent (minus foul condensate) of
approximately 200,000 pounds per day (lbs./day).

- The foul condensate hard pipe flow that day was approximately 0.158 MGD. The
COD of the foul condensate was not measured that day, but the average from the
four measurements collected that month was approximately 3,850 mg/L for total
COD, giving a COD loading of approximately 5,100 lbs./day from the foul
condensate.

- The total influent COD loading was approximately 205,100 Ibs./day.

- The ASB effluent soluble COD concentration that day was 510 mg/L, giving an
approximate mass loading from the ASB of 117,200 lbs./day, or a removal
efficiency of approximately 43%.

May 25, 2021 EBS Evaluation:

- Wastewater flow into the ASB (minus foul condensate) was recorded at 30 MGD,
the measured soluble COD in that influent (minus foul condensate) was 1303 mg/L,
giving a soluble COD loading in the ASB influent (minus foul condensate) of
approximately 326,000 pounds per day (lbs./day).

- The foul condensate hard pipe flow that day was approximately 0.307 MGD. The
COD of the foul condensate that day was measured to be 4,300 mg/L for total COD,
giving a COD loading of approximately 11,000 lbs./day from the foul condensate.

- The total influent COD loading was approximately 337,000 Ibs./day.

- The ASB effluent soluble COD concentration that day was 231 mg/L, giving an
approximate mass loading from the ASB of 58,388 lbs./day, or a removal efficiency
of approximately 83%.

June 9, 2021 EBS Evaluation:

- Wastewater flow into the ASB (minus foul condensate) was recorded at 29.4 MGD,
the measured soluble COD in that influent (minus foul condensate) was 1,059
mg/L, giving a soluble COD loading in the ASB influent (minus foul condensate)
of approximately 260,000 pounds per day (lbs./day).

- The foul condensate hard pipe flow that day was approximately 0.307 MGD. A
total COD value for the foul condensate was not available for that day as of the
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writing of this CAP; therefore, the average of the previous three measurements was
used (4,733 mg/L), giving a COD loading of approximately 16,600 Ibs./day from
the foul condensate.

- The total influent COD loading was approximately 276,000 Ibs./day.

- The ASB effluent soluble COD concentration that day was 376 mg/L, giving an
approximate mass loading from the ASB 0f 93,500 lbs./day, or a removal efficiency

of approximately 66%.
Figure 7-1 tracks soluble BOD removal in the ASB since January 2021. The soluble BOD
concentrations in the ASB effluent have been less than 40 mg/L for the last month. Historically,
the ASB has generally removed greater than 85% of the influent BOD. The ASB is capable of
treating mill wastewater as demonstrated by historical sampling and modeling. A properly
operated and maintained primary clarifier, ASB and treated effluent retaining capabilities along
with management and disposal of primary clarifier solids is an appropriate treatment regimen and
can provide adequate treatment for this type of wastewater to enable compliance with the NPDES
permit. Continued efforts to address the floating fiber layer, strategic maintenance dredging, and
continuing the revised monitoring of ASB process control parameters is recommended and

included as corrective actions in Section 7.3.

COD is commonly used in the pulp and paper industry as a “surrogate test” for BOD, as BOD is a
S-day test, and the time delay makes it impractical to be used for process control. BODs is a
measure of the amount of oxygen required to biologically oxidize the organic material in the
wastewater within a 5-day period and is the standard parameter for determining effective biological
treatment. COD is a measure of all the material that can be chemically oxidized and includes
organic materials that are not readily biodegradable, such as lignins and tannins, and inorganic
reducing compounds, such as H2S and TRS compounds. The COD test takes 2 — 3 hours to
complete providing same-day results, which are particularly valuable in determining the
occurrence and magnitude of sudden loading spikes. While the correlation between COD and
BOD:s has limitations, its utilization supports proactive responses to prevent a release from passing

through the ASB unaddressed.

COD is always greater than the BOD. Because there is considerable color in pulp and paper

wastewater, there is typically a portion of the COD that will always be present in the wastewater
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even when the soluble BOD concentration is very low. For example, it is common for a treated

kraft mill effluent to have a soluble COD of 200-400 mg/L and a soluble BOD of 20-40 mg/L.

The fraction of COD that is due to color is fairly constant from the influent to the effluent, and a
large fraction of the change in soluble COD is due to soluble BOD removal. Due to this reality,
mills generally monitor the delta/change in soluble COD across the system as an indication of
BOD conversion rather than focus on absolute BOD or COD values. Previous research has shown
that the ratio of biodegradable COD to BOD is approximately 1.7:1. Therefore, if the influent
soluble COD is 900 mg/L, and the effluent soluble COD is 250 mg/L, then approximately 650
mg/L of soluble COD was removed, and 382 mg/L. of BOD was removed in the treatment system.

7.2.3 The potential for odors resulting from the discharge of foul condensate
into the treatment system

The foul condensate represents an organic and sulfide load to the ASB. In a system facing aeration
challenges due to the floating fiber layer and lost volume due to solids accumulation, this additional
organic loading can exacerbate the aeration challenges leading to less aerobic or anaerobic
conditions. These conditions can cause the bacteria population to shift to sulfate reducing bacteria
where sulfate replaces oxygen as the terminal electron acceptor resulting in HoS formation. The
additional sulfide from the foul condensate provides an additional sulfur source to the system.
Improving conditions in the ASB, including addressing the floating fiber layer and regaining
treatment volume through removal of solids will improve the ability of the ASB to treat foul
condensate in an aerobic environment reducing the biological factors that contribute to the

formation of H»S.

The 2019 ASB modeling of the loading from the unbleached mill operations and the full foul
condensate loading indicated the ASB as modeled could meet the oxygen demand requirements of
BODs in maintaining aerobic conditions in the upper pond layer as designed. H>S emissions was
estimated using NCASI’s Wastewater Hydrogen Sulfide Emissions Simulator (H2SSIM, version
1.3) in January 2020. As with the 2019 ASB modeling, the ASB inputs were based on anticipated
wastewater and HoS loading and that the accumulated solids conditions in January 2020 were
approximately the same as those observed in 2015 based on the facility’s assumption that

additional accumulation was approximately equal to the amount of solids removed through

7-14

ED_014050_00000011-00147



maintenance dredging conducted since 2015. That modeling indicated that based on the
assumptions and inputs used, the additional emissions of hydrogen sulfide with the addition of the

full condensate stream would be less than 1 ton per year.

With the understanding that ASB conditions have changed since early 2020 when the H»S
modeling was performed and that there is actual data for the foul condensate and process
wastewater characteristics from unbleached operations, additional ASB treatment and HoS

emissions modeling is recommended and included as part of the corrective actions in Section 7.3.
724 The accumulation of fiber and sludge and their sources

As discussed above, the formation of the floating layer of fiber has contributed to the reduction in
aeration and mixing capacity in the ASB, while accumulated sludge has impacted the flow path of
wastewater through the basin and reduced the effectiveness of mixing and aeration in the basin.
The floating layer is a combination of excessive fiber in the wastewater and foaming caused by
production liquors, fatty acid soaps, and cellulose breakdown products. Production upsets during
recommissioning contributed to the high losses of fiber and production material the facility’s
process sewer system. Addressing fiber and process liquor losses in the mill is recommended and

included as corrective actions in Section 7.3.

The accumulation of sludge in the ASB is a result of elevated primary solids loading in the influent
to the ASB and biomass generation from BODs treatment. The source of the elevated solids in the
influent flow is from solids being entrained in effluent from the primary solids EQ basin. Sludge
from the primary clarifier is pumped to the EQ basin to thicken and homogenize before being
removed and placed in the No. 4 sludge pond. If the solids are not removed frequently, suspended
solids can be entrained in the supernatant that leaves the EQ basin into the ASB inlet ditch
ultimately settling out in the ASB. While the use of the EQ basin served as a means of addressing
primary sludge dewatering issues, ultimately managing primary solids in an alternative manner is

recommended and is included as corrective action in Section 7.3.

Biomass generated in the ASB during the BODs treatment process settles to the basin bottom and
undergoes digestion. Digestion alone does not eliminate the solids, as some of it is inert, so

maintenance dredging must be performed to manage accumulation. If maintenance dredging does

7-15

ED_014050_00000011-00148



not keep up with the accumulation of solids in the basin, the settled solids will begin reducing the
working volume of the basin available for treatment. Increasing the maintenance dredging
program in the ASB, and even dredging to recover lost volume to regain sufficient treatment

volume, is recommended and is included as corrective action in Section 7.3.

7.2.5 A study of the microbial population in the ASB with regards to reducing
the fiber layer and providing biological degradation of BODs

As part of their evaluations on May 11, May 25, and June 9, 2021, EBS performed microscopic
examinations. Their reports can be found in Appendix G and are summarized with regards to the

microscopic exams below.

e May 11,2021 EBS Evaluation: The micro exam showed a moderate to high abundance
of dispersed bacteria in the ASB Midpoint and ASB Effluent samples, as well as a
moderate abundance of pin floc in both samples. No higher life forms
(protozoa/metazoa) were observed at the ASB Midpoint, but the ASB Effluent showed
several flagellates and a few free-swimming ciliates. Ciliates are generally considered
indicators of aerobic, non-toxic conditions in ASB treatment systems. A low to
moderate abundance of fiber was observed at the ASB midpoint sample, and a
moderate abundance of grit and debris were observed in both samples.

e May 25, 2021 EBS Evaluation: The micro exam showed higher life forms (protozoa)
in both the ASB midpoint and ASB Effluent. Two stalked ciliates were observed at the
ASB Midpoint: these are sensitive microorganisms that generally exist in non-toxic,
aerobic environments. Two free swimming ciliates were observed at the ASB Outfall
as well. The ASB midpoint sample showed a high abundance of grit and debris, as
well as pin floc and a few small compact pieces of floc. There was no floc larger than
pin floc observed at the ASB Outfall, and the abundance of grit/debris decreased in this
sample. Dispersed bacteria abundance was high in the midpoint (2.5 out of 3) and
moderate to high in the ASB Effluent (2 out of 3).

e Junec 9, 2021 EBS Evaluation: The micro exam showed stalked ciliates and free-
swimming ciliates at the ASB Mid and ASB Out sample points. Stalked ciliates are
generally considered indicators of good biomass health, as they are sensitive
microorganisms that don’t survive in toxic or anaerobic conditions. There was
abundant grit and debris observed in the ASB Mid sample, with the abundance
decreasing in the ASB Out sample. This corresponds with the lower percent VSS
(volatile suspended solids) observed in the ASB Mid sample, as there is a higher
fraction of inorganic grit/debris in this part of the ASB.
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The terms “several” and “few” are used above because in evaluating the biomass in ASBs, the
microscopic examinations are typically conducted to evaluate the “quality” of the biomass, not the
“quantity.” The purpose of the microscopic exams is to look at floc size and structure, the
abundance of flocculated bacteria versus dispersed bacteria, and the abundance of protozoa and
metazoa which are sensitive “indicator” organisms, which provide clues into the biological and
environmental conditions in the wastewater pond. Stalked ciliates and free swimming ciliates have
been commonly observed in recent microscopic exams at the ASB midpoint. These organisms
feed on the bacteria in the water and are sensitive to low dissolved oxygen and toxic conditions.
In addition to the qualitative assessments used to analyze data, EBS also utilizes a Maturity Index
to better quantify changes in the microbial population (indicator organisms). Now that the system

has stabilized microbiologically, EBS will implement the Maturity Index in the near future.

Evaluating biomass quantity is typically done with Total Suspended Solids (TSS), Volatile
Suspended Solids (VSS) testing, and culturable cell counts. TSS is the measure of the
concentration of all solids in the water that are greater than 1.5 microns. The VSS test burns off
all organic material from the TSS filter pad, to show what fraction of the TSS solids is organic in
nature. The concentration of organic solids in the ASB is generally equated to the biomass
concentration in the water. It should be noted that if there is abundant fiber in a sample, then the
fiber will also register as VSS and be a confounding variable in measuring the biomass
concentration. Over the last several EBS service visits, the VSS at the ASB midpoint sample has
been between 130 mg/L and 210 mg/L, which is within a normal range observed in ASB systems
in the pulp and paper industry. New-Indy has begun utilizing EBS to conduct weekly culturable
counts starting the week of June 21, 2021, which will provide counts of all viable bacteria in the

wastewater.

As discussed, ASBs do not have the highly concentrated population of microbial life in the mixed

liquor that activated sludge systems require for treatment.

Continued evaluations of the ASB mixed liquor microbiology is recommended along with

continuous, in situ biomonitoring, and are included to support corrective actions in Section 7.3.
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7.3 CORRECTIVE ACTIONS AND TIMELINE

An aerobic biological treatment system utilizes aeration and bacterial metabolism to convert
biodegradable compounds (BOD) in the wastewater into additional bacteria, water, and carbon
dioxide, an odorless gas. In the absence of sufficient dissolved oxygen, the bacterial population
can shift to a sulfate reducing scenario, where sulfate replaces oxygen as the terminal electron
acceptor resulting in HoS formation. The floating layer of fiber appears to have contributed to the
reduction in aeration and mixing capacity in the ASB. The accumulation of settled solids in the
ASB appears to have contributed to the reduction in treatment residence time, reduced mixing

efficiency, and altered the flow path of wastewater undergoing treatment through the ASB.

The ASB previously contained curtains to direct the flow of water within the basin. They
reportedly were frail and tore from the support cables sometime prior to 2011. The curtains cannot
be installed until more than ~ >10 feet of free water exists over the entire basin, requiring a removal
0f 750,000 - 1,000,000 cubic yards of sludge if the entire basin is to be used for treatment, although
that is not necessary for sufficient treatment. Replacement of the curtains also may not be
necessary as serpentine flow can be re-established with less sludge removal and the use of
directional mixers. The following corrective actions have been developed to address these
operational issues. Successful actions will be included in the mill’s odor abatement plan as
responses to be considered for implementation in the event elevated odors become an issue in the

future.

This corrective action plan employs the concept of the FEight Growth Pressures necessary for
optimum aerobic metabolism as outlined in “Aerated Stabilization Basins in the Pulp and Paper
Industry” by Paul Klopping and Michael Foster published in 2003. Each of the eight growth
pressures (BOD Loading, pH, Hydraulic Retention Time, Dissolved Oxygen, Nutrients,
Temperature, Toxicity, and Biomass Viability) play a role in the health of a system with BOD
Loading, Dissolved Oxygen, pH, Temperature, and Hydraulic Retention Time being most
impactful in terms of H»S formation and emission. The intent of this document is to provide a
corrective action plan to improve the health of the wastewater treatment system and mitigate H,S
formation. At this time, it is too early to define exact timelines and deadlines for many of the

included corrective actions, as they are dependent on the completion of other identified corrective
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actions and require long-term financial planning. Additionally, the success of initial actions may
eliminate the need for other potential actions that have been identified below. Finally, many of
the corrective actions identified below are actions that will be investigated to determine if they are

necessary or the best action for the mill to take.

Item 1: Removal of Floating Solids in the Aerated Stabilization Basin (ASB)

Basic Description:
e Remove floating solids in the ASB. Floating solids removal will allow access to out-of-

commission aerators.

Technical Rationale:

e Excess fiber loading into the ASB has led to floating solids covering much of the early
aerated zone. The floating solids have contributed to the breakdown of multiple aerators
in the front end of the system. Removal of these solids will be necessary to repair the
aerators, which will lead to higher BOD removal efficiency, more aerobic conditions in the
wastewater treatment system and reduce the potential for HoS formation. The floating
solids also represent biodegradable material that dissolve over time, adding additional
oxygen demand to the system.

e The removal of surface solids has been ongoing for some time. Upcoming activities are
extensions of this continuing and well-established solids removal process. Although very
short-term spikes are possible when disturbing the oldest solids area, this potential is
mitigated with the addition of peroxide, oxygen, and calcium nitrate and bringing
additional aerators online. As a precaution, employees are equipped with personal H»S
monitors and are capable of demobilizing should temporary spikes in H>S make this
necessary. Property boundary H>S monitoring stations near the ASB at Stations 2 and 3

have not indicated any appreciable off-site data from the ongoing solids removal process.

Timeline:
e Long arm excavators are currently removing solids that can be reached from shore. In
addition, two other contracting firms will begin work over the next weeks to remove the
floating solids from barge and vessel-based equipment. The floating solids are expected

to be sufficiently mitigated on or before September 1, 2021.
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e Fiber and liquor losses in production may have contributed to the formation of the floating
fiber layer. The causes and remedies for these fiber and liquor losses will be investigated
as a corrective action. This evaluation occurs daily and will be permanently ongoing. The
previous quantity of fiber and liquor loss from start-up following the process conversion is
not expected to be repeated as the mill progresses toward steady-state operations.

e Install two Turbulator, high speed floating mixers within cell 1 of the ASB as part of a pilot
study to evaluate the performance of the two mixers to help break up the floating fiber layer
and improve mixing in the first part of the ASB in cell 1. The pilot study for this project
was approved by DHEC on June &, 2021 and can continue through December 31, 2021.
During the study, New-Indy will evaluate the effect on breaking up the floating layer of
fiber facilitating easier removal by mechanical excavators. New-Indy will also observe the
impact on physically observable mixing within cell 1. The Turbulator mixers have an 8-

10 week lead time and with DHEC approval, they can now be ordered.

Item 2: Removal of Settled Solids in the Aerated Stabilization Basin (ASB)

Basic Description:
e Remove sufficient settled solids in the ASB to meet treatment and sludge management
needs. Dredging settled sludge will improve the hydraulic retention time of the ASB,
improve mixing, and the flow path through the ASB. In addition, a sludge accumulation

rate needs to be estimated to plan maintenance dredging rates to outpace accumulation.

e A portion of newly generated sludge is currently being moved from the EQ basin and the
ASB to the No. 4 sludge pond to ensure proper operation of the ASB while pilot projects
are being conducted and evaluated. Long term sludge disposal will depend on potential
wastewater treatment system modifications that may impact ASB operation and sludge
volume. Current sludge movement is not related to management of dioxin-containing
sludge under the Voluntary Cleanup Contract (VCC). An environmental risk assessment
is currently being performed to determine potential risks to human health and the
environment associated with movement of the dioxin-containing sludge. New-Indy will
provide DHEC with the risk assessment assumptions by July 15, 2021. The volume of
solids to be removed is currently under analysis as part of the VCC. Upon completion of

this study, sludge management plans will be presented to DHEC for approval.
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e All sludge that is currently being placed in the No. 4 sludge pond and sludge that may be
placed in the No. 4 sludge pond in the future, whether it be recently generated sludge or
dioxin-containing sludge associated with the VCC, will remain in the No. 4 sludge pond.
New-Indy intends to close the No. 4 sludge pond upon completion of sludge placement.
Geotechnical studies performed on the No. 4 sludge pond berm and existing sludge
indicated that they are stable and capable of accepting the placement of additional sludge.
Closure of Sludge Lagoon 4 will be completed in accordance with the VCC following the
completion of the risk assessment, expected in October of 2021, and DHEC’s acceptance.
Compliance with the VCC is separate from the efforts the mill is taking to address the odor
issues. Additionally, New-Indy will comply with the other agreed upon requirements in

the VCC.

Technical Rationale:

e Settled solids removal will be necessary to provide additional retention time for BOD
removal. Additional volume in the ASB will be created by dredging solids from the bottom
of the basin.

e The excess sludge inventory is one of several interrelated drivers that impact not only the
potential formation of H>S and other odorous compounds, but also the overall performance
of the wastewater treatment system in terms of meeting normal NPDES compliance for
TSS and BOD. New-Indy will be evaluating the system from a comprehensive perspective
with the intent of determining the proper conditions that must be achieved and maintained
to meet both routine discharge compliance and acceptable air emission targets. This
includes volume requirements of the holding pond and ASB, aeration and mixing
requirements, and Layers of Protection, such as in basin monitoring and supplemental

additives (CN9, hydrogen peroxide, ferric sulfate, nutrients, and/or bacterial formulations).
Timeline:
e Long arm excavators began removing solids that can be reached from shore in March 2021
and will continue until removal is completed.

e Sludge maintenance dredging is ongoing. The facility is currently in the process of

identifying a dredging contractor(s) that can dredge at a faster rate.
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e EBS began a lithium tracer study on June 8, 2021 to determine the hydraulic retention time
of the ASB. In addition, lithium profile samples were collected throughout the ASB five
and twenty-four hours after the lithium was introduced to determine the current flow
patterns.

o Preliminary results from the lithium profile sampling were received on July 6, 2021.
The mill will submit the complete results once they have been received.

e Perform ASB modeling using up-to-date information regarding the ASB to guide settled
solids removal actions. This modeling will include an evaluation of the ASB as a long-
term treatment alternative for managing foul condensate including evaluating the formation

of HaS as compared to use of the steam stripper.

s Periodic dredging and excavation activities have been performed in the ASB. A

summary of settled solids removed from the ASB since 2015 is provided in Appendix H.

Item 3: Primary Clarifier Sludge Handling Improvements

Basic Description:

e While solids removal from the ASB is important, it will be subsequently important to
ensure solids loading is minimized in the future. Improving primary clarification and
preventing dumps of process solids that bypass or overwhelm the primary clarifier will
decrease the amount of fiber and other solids that are entering the ASB from the mill. In
the short term, this can be mitigated by dredging the EQ basin into which the underflow of
the primary clarifier feeds. In the long term, the underflow of the primary clarifier will be
pressed and removed from the wastewater treatment system. Reducing non-wastewater
loads of solids to the primary clarifier, such as boiler ash, lime mud, grits and slaker dregs

will also reduce the solids loading.

Technical Rationale:
e The underflow of the primary clarifier is currently feeding into an EQ basin that has a
significant accumulation of solids. The lack of settling volume in the EQ basin appears to
be leading to elevated TSS entering the ASB. These solids will settle in the ASB and

reduce the hydraulic retention time. Especially during/after dredging, this will be
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important as the volume gained from dredging will be quickly cancelled out if influent
solids are not reduced.
o Keeping primary sludge removed in the clarifier from becoming remixed with
wastewater is important.
o Mechanical dewatering through the use of a belt press is essential to improving the
solids removal.
o Returning the EQ basin to use for attenuating hydraulic and concentration swings
in the primary clarifier effluent will provide a more evenly distributed loading to

the ASB.

Timeline:
e Periodic dredging and excavation events have been performed in the EQ basin since prior
to 2016 when the basin was used for clarifier overflow and since 2016 when the basin
was converted into a primary sludge EQ basin. A summary of settled solids removed

from the EQ basin since 2015 is provided in Appendix H.

e The long-term plan for pressing and removing the sludge from the primary clarifier is a
major project that does not currently have an estimated timeline.

e The mill does not yet have a timeline for reducing the non-wastewater loads to the primary
clarifier.

e New-Indy will investigate as a corrective action the proper handling method for the non-
wastewater loads that will no longer be sent to the primary clarifier. New-Indy has
determined that the non-wastewater loads being sent to the primary clarifier do not cause
H>S emissions. Therefore, this investigation is no longer necessary to address the odor

1ssues.

Item 4: Existing Aeration Repair

Basic Description:

e Repair out-of-commission splash aerators in the north end of the ASB.

Technical Rationale:
e FEach hp of aeration in the ASB theoretically removes 25-35 Ibs. of BOD per day. Using
the midpoint of 30 Ibs. of BOD removal per hp, each 75 hp splash aerator that is repaired
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will remove approximately 2,250 1bs. of additional BOD per day. Sulfate reducing bacteria
when present under anaerobic conditions metabolize BOD by utilizing sulfate as a terminal
electron acceptor when there is no dissolved oxygen present and produce HoS as a
byproduct. Repairing aerators will decrease the oxygen demand in the ASB and No. 1
holding pond, promoting the growth of acrobic bacteria and reduce the conditions favorable

to sulfate-reducing bacteria.

Timeline:

e Aecrator repairs are ongoing.

e On June 18, 2021 the next phase of surface solids removal was initiated, utilizing two
excavator barges to remove the solids in the middle of the north end of the basin. This
process allows maintenance personnel to access the non-functioning aerators and return
them to service.

e As of June 25, 2021, there are 38 aerators operating.

e On April 19, 2021, New-Indy began adding ammonium calcium nitrate in the ASB to
supplement oxygen as an electronic acceptor and reduce the formation of hydrogen sulfide.
The mill stopped adding calcium nitrate to the ASB on June 30, 2021 because the need was
eliminated after additional aerators came online and the addition of hydrogen peroxide and
liquid oxygen proved successful.

e OnJune 9,2021, New-Indy began adding hydrogen peroxide and supplemental oxygen to
the ASB inlet as part of a pilot study to provide supplemental dissolved oxygen until
aerators can be returned to service. DHEC provided initial approval of the pilot study via
email on June 7, 2021. The pilot study request and DHEC approval are provided in
Appendix E.

e A Letter of Approval for the pilot study was issued on June 17, 2021. The pilot study is
approved until October 31, 2021. During this study New-Indy will regularly measure the
dissolved oxygen and sulfide concentrations within the ASB and at the ASB effluent. The
feed rate of hydrogen peroxide and oxygen may be adjusted as part of the study and will
be discontinued when sufficient mechanical aerators are returned to service. The threshold

for sufficient surface aerators in service will be evaluated during the pilot study by
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monitoring the BODs removal efficiency across the basin and measuring the dissolved

oxygen and sulfide concentrations within and leaving the ASB.

Item 5: Add Aeration to No. 1 Holding Pond

Basic Description:

e Addtwo 75 hp splash aerators to the front end of the No. 1 holding pond.

e The No. 1 holding pond chemistry and operation continue to be investigated. There has
been minimal historical testing on this pond, as there is typically minimal treatment across
a holding pond. The intent is for this basin to serve as a holding reservoir in times when
the Catawba River flows are low, restricting the volume of the mill’s discharge. New-
Indy’s initial focus was to measure the sulfide ion content and dissolved oxygen level at
the discharge of the basin. The results of this investigation led to a proactive program of
installing two aerators, feeding ferric chloride to the influent to the pond, and establishing
a hydrogen peroxide system at the pond outlet structure to control sulfide generation and
increase dissolved oxygen levels in the pond.

e No. 1 holding pond appears to be off-gassing H»S for two reasons which result in sulfides
forming or releasing into the water column of the holding pond where the potential for
release to the atmosphere is a function of pH, temperature, turbulence, and dissolved
oxygen/ oxidation-reduction potential of the water column.

o Sulfate reducing bacteria utilizing sulfate as the terminal election acceptor (TEA)
instead of dissolved oxygen to degrade the remaining BOD that remains in the
water column after treatment in the ASB. The preferred TEA for aerobic treatment,
such as an ASB, is dissolved oxygen which produces carbon dioxide as a byproduct.

o The sludge layer in a basin (aerated or not) is generally anaerobic and constantly in
a state of digestion, which is expected and desirable when the system is operating
under acceptable loading rates, etc.

e EBS performed sulfide testing on the No. 1 holding pond effluent on May 25, 2021 with a
result of 1.94 mg/L, June 9, 2021 with a result of 2.5 mg/L, and June 17, 2021 with a result
of 2.2 mg/L.
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e New-Indy grabbed water samples at the No. 1 holding pond and outfall 001 on June 23,
2021 for sulfides, sulfates, and sulfites analysis at Pace Labs. The results were provided

to DHEC at the end of June.

Technical Rationale:

¢ Adding additional aerators to the No. 1 holding pond will provide additional dissolved
oxygen that will reduce the potential for H>S formation from sulfate reducing bacteria.
These aerators will be installed in the early zones of the No. 1 holding pond to prevent
stirring up solids before the outfall. The permanent need for these will be evaluated as
treatment efficiencies improve in the ASB.

e Because of the complexity, variability, and site specificity of this situation, there is a
learning curve regarding the relative impact of the various driving forces. However, New-
Indy is taking numerous actions to minimize the H>S formation in the pond and potential
for air emissions, including:

o Utilizing supplements such as alternate TEA’s (nitrate and peroxide) and sulfide
scavengers (ferric salts),

o Reducing the oxygen demand in the No. 1 holding pond by reducing the soluble
BOD leaving the ASB, which has been decreasing over the past few months,

o Adding aeration and mixing to reduce anaerobic zones in the No. 1 holding pond,
and

o Reducing sludge inventory in the No.1 holding pond.

Timeline:

e Two 75 hp splash aerators were mstalled June 9, 2021 as part of a pilot study to evaluate
the impact of the aeration on basin dissolved oxygen. They were installed near the inlet of
No. 1 Holding Pond along the eastern berm.

e The pilot study was approved on June 9, 2021 and can run until December 31, 2021.
During the pilot study, New-Indy will regularly measure organic loading, dissolved
oxygen, and HoS concentrations in the nlet to the No. 1 holding pond, dissolved oxygen
and HzS within the No. 1 holding pond, and dissolved oxygen and HsS at the outlet from

the No. 1 holding pond to the post-acration basin. The study may be discontinued early
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based on factors such as the organic loading and dissolved oxygen concentrations in the
inlet to the holding pond, the water level within the pond, etc.

e The pilot study request and DHEC approval for these aerators are provided in Appendix E.

Item 6: ASB Biomass Monitoring: EBS Advanced Microscopic and Chemical Analysis

(Weekly)

Basic Description:
e ASB influent, ASB midpoint, and ASB outfall samples will be sent to EBS weekly for an
advanced chemical and microbiological analysis that evaluates biomass health and related

parameters.

Technical Rationale:

e These analyses will provide weekly trended data on parameters related to wastewater
performance. This analysis will evaluate biomass health, biomass abundance, soluble
BOD removal efficiency, and other parameters related to wastewater treatment
performance.

o The analysis will include:
- Microscopic Examination — Protozoa/Metazoa abundance, floc formation, and
dispersed bacteria abundance
- Flow Cytometry — Analysis of percent live/dead bacterial cells in the sample
- Culturable Cell Counts
- Total Cell Counts
- Live Cell Counts
- Basic chemical analysis
o Soluble BOD
o NH;-N and POs-P Concentrations
o DOUR
o ISS/VSS
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® New-Indy will measure the parameters as identified in the chart below and provide the

results in the weekly update to DHEC.

Parameter Target Range Corrective Action

pH ASB Mid and ASB | Add acid/caustic to influent stream
Effluent: 6.5-8.5 to mitigate pH swings

Soluble COD Influent sCOD > 1500 | Add CN-9 to ASB Influent while
mg/L loading is elevated

Dissolved Oxygen Number of required | Add CN-9 or peroxide to influent
operational aerators to be | daily until aerators are repaired
determined by the results
of the IPT

Sulfide Holding Pond Sulfide | Increase ferric chloride addition to

Concentration Concentration > 2 mg/L. | ASB Effluent

Timeline:

e  Weekly sample shipment began on June 24, 2021.

Item 7: ASB Biomass Monitoring: Sentry Probe Installation

Basic Description:

e EBS will install an in-line probe which will monitor biomass activity at the ASB Midpoint

sample. SENTRY: Bio-Electrode Technology monitors biological activity by measuring

electron transfer as the resident ASB biomass metabolizes soluble organic compounds.

This data can be viewed at all times on the online SENTRY data page.

Technical Rational:

e The SENTRY unit consists of a metal screen that allows biological material to grow on the

screen. As the biology consumes organic material, the clectrons that normally would be

accepted by oxygen/nitrate/sulfate enter an anode and are measured by the unit. This

electron transfer will fluctuate based on how much soluble BOD is present at this point in
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the system. The clectron transfer is measured as MET (microbial electron transfer) and is
plotted out on the SENTRY data page. This data can also help alert New-Indy to potential
inhibitory/toxic compounds moving through the system, as that will decrease oxygen

uptake/electron transfer.

Timeline:

¢ EBS will install the Sentry Probe by mid-July 2021.

Item 8: Addressing No. 1 Holding Pond H»S

Basic Description:

e The clevated loading of organic material from the ASB into the No. 1 holding pond during
recommissioning activities and from the floating fiber condition appears to have
contributed to the formation of temporary, elevated concentrations of H>S in the unaerated,
treated eftluent holding pond. This soluble H>S can volatilize in the pond and by aeration
in the post-aeration basin. The addition of ferric chloride into the inlet to the No. 1 holding

pond will react with the H>S to form insoluble iron sulfide.

Technical Rational:
e The use of iron salts to control H»>S has been widely used in the wastewater collection and
treatment industry. Ferric chloride reacts with hydrogen sulfide to form insoluble iron
sulfide, which precipitates and settles reducing the concentration of H»S that can be

released to the atmosphere.

Timeline:

e A ferric chloride addition pilot study was approved on June 17, 2021 to address the
temporary, elevated concentration of H»S in the No. 1 holding pond. The DHEC letter of
approval and pilot study request are provided in Appendix E.

e The pilot study was inttiated on June 17, 2021 and is approved until October 31, 2021,
During this study, New-Indy will regularly measure H>S concentrations in the inlet to the
No. 1 holding pond before and after the addition location, within the No. 1 holding pond,
and at the outlet from the No. 1 holding pond to the post-acration basin. The feed rate of
ferric chloride may be adjusted as part of the study, and the study may be discontinued

‘
b

early if organic loading from the ASB return to pre-upset conditions and HoS
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concentrations in the No. 1 holding pond sufficiently reduce. The threshold level of
concern concentration of H»S in the No. | holding pond will also be evaluated during the
pilot study.

e As acorrective action, the mill intends to evaluate flow patterns in the No. 1 holding pond.
This pond is not intended to provide treatment and only serves as a retaining basin for
managing the mull’s hydrograph-controlled release NPDES permit that essentially
regulates discharge flow based on river flow. Part of this evaluation will be to determine
if improving flow patterns i3 necessary for the basin to serve its role, and if s0, options for
improving flow patterns within the basin. The surface movement of the pond is not
indicative of the flow within the entire pond due to its depth. The flow in the No. 1 holding
pond has been determined to not be a concern based on the observed flow rates into and

out of the pond; therefore, no changes will be made to the flow pattern.

Ttem 9: Updating the Wastewater Treatment Svstem Operations and Maintenance Manual

Basic Description:

e Part IL.E.3 of the mill’s NPDES permit requires an operations and maintenance (O&M)
manual to be developed for the wastewater treatment system. The mill’s O&M manual is
currently under revision and will address DHEC’s comments regarding the contents,
specifically, “overall and detailed process flow descriptions, all influent into the waste
treatment system and its characteristics, qualitative and quantitative conditions that
represent a properly operated system, for each unit operation and as an overall system,
qualitative and quantitative conditions that require corrective action; corrective actions to

be taken and timeframes to complete corrective actions.”

Technical Rational:

e An O&M manual’s intent is to provide the wastewater operators the understanding,
responsibilities, and reference materials necessary to operate the wastewater treatment
system safely, efficiently, and in compliance with wastewater regulations and NPDES
permit requirements. The O&M manual will be updated to include the successful
corrective actions described herein, as it is important in providing wastewater operators
and mill management with additional resources in responding to odor and solids related

issues should they occur in the future.
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Timeline:

e The O&M manual in under revision and includes a revised odor control plan and new
overall appearance. The manual will be updated to include additional information on
wastewater flow characteristics; operating conditions that may warrant odor-related
responses; and the corrective action measures that prove successful in responding to odor-
related issues.

e Some of the updates to the O&M manual can be incorporated over the next few weceks,
while others require the performance of the corrective actions and pilot studies. The O&M
manual 1s a living document that will be updated as the process and wastewater treatment

system change and lessons are learned.
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Figure 7-1
Percent Soluble BOD Removal in ASB Chart
Percent Soluble BOD Removal in ASB
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7.4 WASTEWATER PROFESSIONAL ENGINEERING CERTIFICATION

Name: James M. Kirlin, P.E.
S.C. Registration No. 19,829

TRC Environmental Corporati On iy,
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From: Kler, Denis

To: Foley, Patrick; Fried, Gregory

Cc: Caballero, Kathryn; Pratt, Marirose; Dressler, Jason; Russe, Todd; Tavior, Kevin; Mills, Andrew
Subject: RE: New Indy steam stripper

Date: Monday, May 10, 2021 2:45:39 PM

Keeping everyone in the loop.

| got a call from Dan Mallett, New Indy, today at 1:21 pm. Dan stated that the steam stripper foul
condensate flow rate averaged about 400 gallons/minute last week, and the foul condensate flow
rate averaged about 197 gallons/minute to the ASB last week. | asked about the max foul
condensate flow rate to the ASB and he said the max flow rate was about 300 gallons/minute to ASB.
Dan stated that the max foul condensate flow rate to the AEB before the steam stripper restart was
about 800-825 gallons/minute.

Dan also stated that the mill production is still struggling and the mill is still in the 180 startup period.

Dan mentioned that the even though the steam stripper has started operation, the mill and DHEC
have still been receiving complaints, so we may want to be open to other potential sources of the
emissions.

Denis B. Kler

U.S. EPA Region 4

Enforcement and Compliance Assurance Division
Policy, Oversight and Liaison Office

Phone: 404-562-9199

CONFIDENTIALITY NOTICE:

This electronic message, including attachments, may contain information that is proprietary,
privileged, or confidential, and is exempt from disclosure. If you are not the intended recipient of
this message, you may not disclose, forward, distribute, copy, or use this message or its content. If
you have received this communication in error, please notify the sender immediately by electronic
mail and delete the original message and all the copies from your system. Thank you.

From: Kler, Denis

Sent: Wednesday, May 5, 2021 8:.54 AM

To: Foley, Patrick <Foley.Patrick@epa.gov>; Fried, Gregory <Fried.Gregory@epa.gov>

Cc: Caballero, Kathryn <Caballero.Kathryn@epa.gov>; Pratt, Marirose <Pratt.Marirose@epa.gov>;
Dressler, Jason <Dressler. Jason@epa.gov>; Russo, Todd <Russo.Todd@epa.gov>; Taylor, Kevin
<Taylor.Kevin@epa.gov>; Mills, Andrew <mills.andrew@epa.gov>

Subject: RE: New Indy steam stripper

Pat,
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One of the items in the steam stripper re-start table the company provided was the functionality of
the incineration nozzles in the combination boilers. But | can double check that the SOGS are being
incinerated in the one of the combination boilers.

According to my notes from the onsite evaluation on April 15, neither combination boiler #1 nor #2
have SO2 CEMS. They only have opacity monitors. To follow up on the SO2 question is that in the
permit application dated April 24, 2020 (to shutdown the steam stripper and send all the foul
condensate to the ASB}, the company stated that there would be reductions in SO2, NOX, VOC, CO,
TRS and H2S emissions from the combination boilers since they would no longer be incinerating the
SOGs in the combination boilers. Now that the steam stripper is back online then those reductions
are no longer there.

Moving forward, if they increase the steam stripper capacity to handle the additional foul
condensate load, which will increase the amount of SOGs produced, then we would expect to see an
increase in SO2 and other pollutants from the combination boilers due the incineration of the
additional SOGs.

Denis B. Kler

U.S. EPA Region 4

Enforcement and Compliance Assurance Division
Policy, Oversight and Liaison Office

Phone: 404-562-9199

CONFIDENTIALITY NOTICE:

This electronic message, including attachments, may contain information that is proprietary,
privileged, or confidential, and is exempt from disclosure. If you are not the intended recipient of
this message, you may not disclose, forward, distribute, copy, or use this message or its content. If
you have received this communication in error, please notify the sender immediately by electronic
mail and delete the original message and all the copies from your system. Thank you.

From: Foley, Patrick <Cgley Patrick@ena goy>
Sent: Wednesday, May 5, 2021 8:13 AM
To: Kler, Denis <ller.Benis@ena gov>; Fried, Gregory <Fried Gregory@ena.goy>

Cc: Caballero, Kathryn <Czahallere kathivn@epa.gov>; Pratt, Marirose <PraiiMarirose@epa.sov>,

Dressler, Jason <[jrassler lasoni@ena sov>; Russo, Todd <Busso. todditena poy>; Taylor, Kevin

<JgviorKevin@ena pov> Mills, Andrew <grills andeswiena pov>
Subject: RE: New Indy steam stripper

That sounds right to me as well. So after turning the stripper back on we still have almost 4x as
much condensate going to the ASB as we did before the changes. They reduced the impacts but
probably have not eliminated them.

Can you verify that incineration of TRS laden stripper off-gasses (SOG) is happening as expected in
the boiler and identify which boiler is receiving them and whether it has an SO2 CEMS?
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| do think at some point we need to have another discussion with the company. Can we talk about
whether we do that soon or wait until after the 303 Order goes out? These impacts may go on until
they either reduce operating rate to match condensate production to stripper capacity or install
additional stripper capacity. It may make sense to lead them by the nose to that conclusion. Long
term, they will need additional stripper capacity especially if they want to increase throughput as
their recent permit application stated.

From: Kler, Denis <iier. Denis@enagos
Sent: Wednesday, May 5, 2021 8:04 AM
To: Foley, Patrick <Fgley. Patrick@epa gov>; Fried, Gregory <Fried Gregorv@ens gov>
Cc: Caballero, Kathryn <Caballero Kathrvn@ena.goy>,; Pratt, Marirose <21

thMarirosedens oov>

Dressler, Jason <Qyessler fason@sna sov>; Russo, Todd <Busso Todd@ena gov>; Taylor, Kevin

<IgvlorRevin@epazov>: Mills, Andrew <mills.andrew@epa goy>

Subject: RE: New Indy steam stripper

Pat | think we are on the same page here. During the opening meeting with the company on April 14,
the company stated that as part of the conversion {from bleached to unbleached), the #1 evaporator
train was modified to allow for higher black liquor throughput. | asked the company if they are
running more black liquor through the evaporator train then are you producing more condensate,
and they said yes. This seems to account for the increase in foul condensate being piped directly into
the ASB {about 750-800 gallons/minute). It would also explain why the company had to install a
larger diameter pipe from the foul condensate tank to the ASB {going from 90 gallons/minute to
750-800 gallons/minute). One question | have asked the company is now that the steam stripper is
back in operation what is the flow rate of the foul condensate from the foul condensate tank directly
to the ASB. The company responded to by saying they have to wait and see on the data. My guess is
it will have to be about 370 gallons/minute (800 — 430).

Denis B. Kler

U.S. EPA Region 4

Enforcement and Compliance Assurance Division
Policy, Oversight and Liaison Office

Phone: 404-562-9199

CONFIDENTIALITY NOTICE:

This electronic message, including attachments, may contain information that is proprietary,
privileged, or confidential, and is exempt from disclosure. If you are not the intended recipient of
this message, you may not disclose, forward, distribute, copy, or use this message or its content. If
you have received this communication in error, please notify the sender immediately by electronic
mail and delete the original message and all the copies from your system. Thank you.

From: Foley, Patrick <bolay Patrick@eps rov>
Sent: Tuesday, May 4, 2021 3:59 PM
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To: Kler, Denis <l Denis@ens.zoy>,; Fried, Gregory <bried.Gregon@epapony>

Cc: Caballero, Kathryn <Caballera.Kathrn@epa.goy>; Pratt, Marirose <BeaiiMarkose@ens o>,

Dressler, Jason <ressleriason®@ena. sov>; Russo, Todd <Bussg. fodditepa.goy>; Taylor, Kevin

<IaviorkKevin@epagov> Mills, Andrew <mills. andrew@ena.gov>
Subject: RE: New Indy steam stripper

The way | read the email from Dan Mallet is that prior to the change, they were stripping
430/(430+90) = 82.7% of the foul condensate and after the change were stripping none of it. Put
another way, using the current amount of foul condensate produced, they increased the amount of
foul condensate hard-piped to the ASB by 800/90 = 778% or are now sending almost 800/90 =9
times as much foul condensate to the ASB than they had previously. | think what Denis is saying they
are now PRODUCING twice as much foul condensate as they previously produced.

Do you think what | wrote is right Denis? Its possible we are getting inconsistent descriptions of
volumes and what is being counted as foul condensate and how it is getting to the ASB {(hard-piped
versus main flow to ASB).

From: Kler, Denis <Kler Denisifena goy>
Sent: Tuesday, May 4, 2021 3:19 PM
To: Foley, Patrick <foley, Petrick@ena o
Cc: Caballero, Kathryn <taballeig
Dressler, Jason <resslerasen@@ena. sov>; Russo, Todd <Russo. lodd@ena.gav>; Taylor, Kevin

<TaviorRevin@epa.gow>, Mills, Andrew <grills.andrew@ena.goy>
Subject: FW: New Indy steam stripper

Now the mill is sending about 750-800 gallons/minute directly to the ASB (little less than double).

Denis B. Kler

U.S. EPA Region 4

Enforcement and Compliance Assurance Division
Policy, Oversight and Liaison Office

Phone: 404-562-9199

CONFIDENTIALITY NOTICE:

This electronic message, including attachments, may contain information that is proprietary,
privileged, or confidential, and is exempt from disclosure. If you are not the intended recipient of
this message, you may not disclose, forward, distribute, copy, or use this message or its content. If
you have received this communication in error, please notify the sender immediately by electronic
mail and delete the original message and all the copies from your system. Thank you.

From: Dan Mallett <Qar Meallett@new-ndvch.com>
Sent: Tuesday, May 4, 2021 2:59 PM
To: Kler, Denis <iler Denis@s

Cce: Pratt, Marirose <Praif MariroseGiepa gov>: Russo, Todd <Busso Toddi@ena, gov>; Dressler, Jason
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<{ress

Clason@epseay>; Mills, Andrew <gnillsandiew@epa.gov>; Taylor, Kevin

<Taviorkevin@enagoy>, Pete Cleveland <gets. clevelandi@nevindvehoom>

Subject: RE: New Indy steam stripper

Using a 12 month average prior from May 2019-May 2020, the average flow 1o the stripper was 430
gprm and the flow to the ASE through the hardpipe was 90 gpm.

DANIEL MALLETT
Environmental Manager
Office: {303} 981-8010

Mobile: {207} 951-6216

From: Kler, Denis [mailtoRier Denis@iena.gov]
Sent: Tuesday, May 4, 2021 11:53 AM

To: Dan Mallett <[3an.Mal
Cc: Pratt, Marirose <PraiiMarimse@ena.gov>; Russo, Todd <Bissa.
<Pressiern ]
<Tayior Kevinfens oov>; Pete Cleveland <gete ol
Subject: New Indy steam stripper

rrdnew-indveb.oom>

Tndd@

2na.gav>; Dressler, Jason
ssonfteps rov>; Mills, Andrew <gnilis.andrewfepa rov>: Taylor, Kevin

o

land@new-indychoom>

Dan,

| hope you are having a good day. | had a follow up question about our conversation we had on
Monday morning. It is my understanding and correct me if | am wrong, that prior to September
2020, all the foul condensate was collected in the steam stripper feed tank (foul condensate tank).
From the steam stripper feed tank about 400 gallons/minute was sent to the steam stripper. What
was the flow rate from the foul condensate tank to the aeration stabilization basin prior to
September 20207

Let me know if you have any questions.

Thanks,

Denis

Denis B. Kler

U.S. EPA Region 4

Enforcement and Compliance Assurance Division
Policy, Oversight and Liaison Office

Phone: 404-562-9199
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CONFIDENTIALITY NOTICE:

This electronic message, including attachments, may contain information that is proprietary,
privileged, or confidential, and is exempt from disclosure. If you are not the intended recipient of
this message, you may not disclose, forward, distribute, copy, or use this message or its content. If
you have received this communication in error, please notify the sender immediately by electronic
mail and delete the original message and all the copies from your system. Thank you.

NOTICE: This message and any attachments are solely for the intended recipient and may contain confidential or privileged
information. If you are not the intended recipient, you are hereby notified that any review, dissemination, distribution or
duplication of this message and any attachments is prohibited. If you have received this communication in error, please notify
us by reply email and immediately and permanently delete this message and any attachments. Email fransmission may not
be secure and could contain errors. We accept no liability for any damage caused by any virus transmitted by this email.
Please do not send to us by email any information containing personally identifiable information without appropriate
encryption. Thank you.
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